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(54) Method and apparatus for automatically loading powder material into a mold 



(57) The present invention is a method of loading a 
desired amount of powder material into a mold which 
comprises a tubular body having a bore extending 
therethrough to define a mold cavity. The method com- 
prises the steps of: providing the mold with a lower 
press core fitted in the lower end of the bore; bringing 
the mold with said lower press core fitted therein to a 
powder filling position; displacing the lower press core 
relative to the mold so as to determine the depth of the 
top surface of the lower press core from the top surface 
of the mold; filling an amount of powder material into the 
mold arid stickling off any excessive amount of powder 
material to the level of the top surface of the mold; 
pressing at a desired pressure the amount of powder 
material in the mold to form a powder compact; and dis- 
placing the powder compact with the lower press core 
relative to the mold so as to bring the powder compact 
to a desired position in the mold. 
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Description 

[0001] The present invention generally relates to 
method and apparatus for automatically loading powder 
material into a mold and, more particularly, to such 
method and apparatus for automatically loading a 
desired amount of powder material into a mold which 
comprises a tubular body having a bore extending 
therethrough. The mold may be either a sintering mold 
used for sintering the powder material loaded therein 
during sintering process or a powder-corrpacrt-forminjj 
mold used only for forming a powder compact therein 
while the powder compact thus formed is subjected to 
sintering process after being removed from the mold. 
[0002] There have been provided various powder 
material loading apparatus for loading an amount of 
powder material into a sintering mold to form a powder 
compact in the mold, which is retained in the mold dur- 
ing a subsequent sintering process, such as an electri- 
cal sintering process, However, there has not been 
proposed an idea of a continuous fabrication process for 
obtaining sintered products, including the steps of: load- 
ing an amount of powder material into a sintering mold 
in the form of a plurality of layers; heating the powder 
compact retained in the mold for sintering; and remov- 
ing the sintered product from the mold. This idea has 
not been proposed primarily because conventional 
electrical sintering techniques require a relatively long 
time to complete the sintering process, in consequence 
thereof, any erf conventional automatic powder material 
loading apparatus was not intended for such a continu- 
ous fabrication process but provides solely the function 
for loading powder material into a mold. 
[0003] Recently, many improvements has been 
made in electrical sintering methods. For example. 
- Pulsed Current Energizing Sintering (or Pulsed Electric 
Current Sintering) method using a pulsed current and 
including Spark-Plasma Sintering, Electric-Discharge 
Sintering and Plasma-Activated Sintering methods pro- 
posed by the applicant of this application has been 
improved. According to the improved Pulsed Current 
Energizing Sintering, sintering time is drastically short- 
ened. Such shorter sintering time provides the possibil- 
ity of realizing a continuous fabrication process for 
obtaining sintered products, including the above men- 
tioned steps. Therefore, there have now arisen 
demands for such a method and apparatus for loading 
powder material into a mold that may be suitably used 
for such a continuous fabrication process. 
[0004] In addition, by virtue of newer electrical sin- 
tering techniques, such as those mentioned above, 
such materials that were difficult to bond together 
through any older techniques can be now bonded 
together with ease into a unitary sintered product. 
Examples of such materials are: a stainless steel vs. 
copper; a ceramic vs. a metal; etc. Such a unitary sin- 
tered product of two different powder materials may be 
fabricated to have two-layered structure composed of 



two layers bonded together and each made of a pure 
powder material; however, the characteristics of such a 
sintered product can be improved by adding at least one 
middle layer to create such multi-layered structure in 

5 that the middle layer is made of a mixture of the two 
powder materials. Further, such multi-layered structure 
may be also used with advantageous for a sintered 
product including three or more layers made of respec- 
tive powder materials which are identical in composition 

io arid differ from one another only in particle size, wherein 
the powder materials for the layers have their particle 
sizes gradually increasing from the layer on one side of 
the product toward the other side. Such a sintered prod- 
uct may have gradient functionality (i.e., the gradual var- 

75 iation in properties of the sintered product from one side 
of the product to the other) so as to achieve more 
improved characteristics. In order to fabricate a sintered 
product having gradient functionality, it is required to 
load different powder materials, which differ from one 

20 another in at least one of properties including compo- 
nents) of powder material, percentages of compo- 
nents, particle size and particle shape, into a mold so as 
to form corresponding powder layers of desired thick- 
ness with precision. While there have been proposed 

6 various automatic powder material loading apparatus, 
none of them is capable of loading different powder 
materials into a mold to form a multi-layered powder 
compact in a fully automated manner. In addition, in 
order to fabricate high-quality sintered products having 

3 o gradient functionality with good reproducibility, not only 
the capability of forming a multi-layered powder com- 
pact but also other various capabilities are required, so 
it is the case that none of conventional powder material 
loading apparatus is suitable for fabrication of sintered 

35 products having gradient functionality. 

[0005] In viewof the foregoing, H is an object of the 
present invention to provide a method and apparatus for 
automatically loading powder material into a mold, in 
which different powder materials may be loaded into a 

40 mold, which may be either a sintering mold or a powder- 
compact-forming mold, so as to form a plurality of pow- 
der layers one on another in the mold in a fully auto- 
mated manner. 

[0006] It is another object of the present invention to 
45 provide a method and apparatus for automatically load- . 
ing powder material into a mold, in which the powder 
material loading sequence may be carried out in a fully 
automated manner, by utilizing the step of filling sin 
amount of powder material into a mold followed by the 
so step of strickling off any excessive amount of powder 
material to the level of the top surface of the mold. 
[0007] It is a further object of the present invention 
to provide a method and apparatus for automatically 
loading powder material into a mold, in which different 
ss powder materials, differing from one another in at least 
one of properties including components) of powder 
material, percentages of components, partide size and 
particle shape, may be loaded into a mold so as to form 
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a plurality of powder layers one on another in the mold 
in a fully automated manner, by utilizing the step of fill- 
ing an amount of powder material into a mold followed 
by the step of strickling off any excessive amount of 
powder material to the level of the top surface of the 
mold. 

[0008] It is a still further object of the present inven- 
tion to provide a method and apparatus for automati- 
. cally loading powder material into a mold, in which high- 
quality sintered products may be fabricated by utilizing 
the step of pressing at a desired pressure the layer of 
powder material filled into the mold. 
[0009] ft is a yet further object of the present inven- 
tion to provide a new powder Tilling mechanism, which is 
capable of filling an amount of powder material into a 
mold, such as a sintering mold or a powder-compact- 
forming mold, so as to form a powder layer in the mold 
with precision. 

[0010] In accordance with an aspect of the present 
invention, there is provided a method of automatically 
loading a desired amount of powder material into a 
tubular mold having a bore extending therethrough, the 
method comprising the steps of: providing the mold with 
a lower press core fitted in a lower end of the bore; 
bringing the mold with the lower press core fitted therein 
to a powder filling position; filling an amount of powder 
material into the mold and stridding off any excessive 
amount of powder material to the level of a top surface 
of the mold; and pressing at a desired pressure the 
amount of powder material in the mold to form a powder 
compact 

[001 i] In a preferred embodiment of the present 
invention, the mold may comprise a sintering mold and 
the lower press core may have a top surface. In such 
case, the method may further comprise the steps of: 
determining the depth of the top surface of the lower 
press core from the top surface of the sintering mold; 
displacing the powder compact with the lower press 
core relative to the sintering mold so as to bring the 
powder compact to a desired position in the sintering 
mold; and fitting an upper press core into the bore of the 
sintering mold above the powder compact Alternatively, 
the mold may comprise a powder-compact-forming 
mold and the lower press core may have a top surface. 
In such case, the method may further comprise the step 
of: determining the depth of the top surface of the lower 
press core from the top surface of the powder-compact- 
forming mold; and displacing the powder compact with 
the lower press core relative to the powder-compact- 
forming mold so as to remove the powder compact and 
the lower press core from the powder-compact-forming 
mold. 

[0012] In another preferred embodiment of the 
present invention, the method may further comprise the 
step of repeating the filling/stricWing step a number of 
times so as to form in themold a multi-layered powder 
. compact comprising layers of different powder materi- 
als, which differ from one another in at least one of prop- 



erties including component(s) of powder material, 
percentages of components, particle size and particle 
shape. Further, in such embodiment, the method may 
comprise the step of repeating the pressing step subse- 

5 querrt to every repetition of the f illing/stricWing step or, 
alternatively, may comprise the step of repeating the 
pressing step subsequent to every two or more repeti- 
tions of the f Dling/stricWing step. 
[0013] In a further preferred embodiment of the 

io present invention, different powder materials may be 
stored in individual hoppers, wherein the powder filling 
position may be defined at a single position common to 
all of the hoppers, and wherein the method may further 
comprise the step of bringing the hoppers sequentially 

is to the single powder filling position. Alternatively, differ- 
ent powder materials may be stored in individual hop- 
pers, wherein the powder filling position is defined at a 
number of positions one for each of the hoppers, and 
wherein the method may further comprise the step of 

20 bringing the mold sequentially to the number of powder 
filling positions in the order appropriate for forming the 
plurality of layers in the mold. In addition, the weight of 
the amount of powder material filled into the mold may 
be measured after the filling/stricWing step is performed. 

25 [0014] In accordance with another aspect of the 
present invention, there is provided an apparatus for 
automatically loading a desired amount of powder 
material into a tubular mold having a bore extending 
therethrough, the apparatus comprising: a mold con- 

30 veyor system for supporting and conveying the mold 
with a lower press core fitted in the bore; a powder filling 
mechanism for filling an amount of powder material into 
the mold, the powder filling mechanism being located at 
a powder filling position defined along a transportation 

35 path of the mold conveyed by the mold conveyor sys- 
tem; and a press unit for pressing at a desired pressure 
the amount of powder material in the mold to form a 
powder compact 

[0015] In a preferred embodiment of the present 
40 invention, the mold conveyor system may comprise: a 
guide rail extending to cover a predetermined range; 
and a carrier movable along the guide rail and capable 
of supporting for vertical displacement the mold with the 
lower press core fitted in the bora The powder filling 
45 mechanism may comprise: a hopper located above a 
transportation path of the carrier and adapted to store 
an amount of powder material therein; and a strickle 
mechanism for stickling off any excessive amount of 
powder material, being filled into the mold from the hop- 
so per, to the level of a top surface of the mold. Further, the 
press unit may comprise: a lower plunger for pressing 
upward the lower press core fitted in the mold; and an 
upper plunger for pressing downward the amount of 
powder material in the mold. 
55 [0016] In another preferred embodiment of the 
present invention, a plurality of the powder filling mech- 
anisms may be provided, in which different powder 
materials are stored, respectively, differing from one 
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another in at least one of properties including compo- 
nents) of powder material, percentages of compo- 
nents, particle size and particle shape, wherein the 
plurality of powder filling mechanisms may be arranged 
in line along the transportation path of the carrier. Fur- 5 
ther, the hopper may be movable relative to the mold as 
held at the powder filling position and movable on a 
plane of the top surface of the mold as held at the pow- 
der filling position, and the hopper may form a part of 
the strickle mechanism. 10 
[0017] In a further preferred embodiment of the 
present invention, the carrier may comprise: a movable 
base; a receiving plate for supporting the mold, the 
receiving plate being supported by the movable base for 
vertical displacement relative to the movable base; a is 
push-up member for displacing the lower press core fit- 
ted in the bore of the moid when the mold is supported 
by the receiving plate, the push-up member being sup- 
ported by the receiving plate for vertical displacement 
relative to the receiving plate; and a drive unit for driving 20 
the push-up member to make displacement. Further, 
the apparatus may further comprise a measure unit for 
measuring the weight of the sintering mold with the 
amount of powder material filled into the mold, so as to 
measure the weight of the amount of powder material 25 
filled into the mold. 

[0018] In a still further preferred embodiment of the 
present invention, the powder filling mechanism may 
have a single powder filling position. The powder filling 
mechanism may comprise: at least one hopper movable 30 
to and from the single powder filling position and 
adapted to store an amount of powder material therein; 
and a strickle mechanism for stricWing off any excessive 
amount of powder material, being filled into the mold 
from the hopper, to the level of the top surface of the 35 
mold. Further, the press unit may comprise a lower 
press member located at the powder filling position, for 
pressing upward the lower press core fitted in the mold; 
and an upper press member for pressing downward the 
amount of powder material in the mold. Moreover, the 40 
mold conveyor system may comprise: a guide rail; a 
movable base guided by the guide rail for movement 
along the guide rail and having a number of holes 
formed therein and arranged in line, each of the holes 
being adapted to be aligned with the bore of the mold; a 45 
stop member attached to the movable base, for limiting 
upward displacement of the mold; and a drive unit for 
driving the movable base to move along the guide rail in 
both directions, whereby the movable base is capable of 
carrying the sarnie number of the mold as that of the so 
holes at one time. 

[001 9] In a yet further preferred embodiment of the 
present invention, the powder filling mechanism may 
further comprise a rotary table capable of indexing 
movement. The hopper may be movable relative to the 55 
mold held at the powder filling position and movable on 
a plane of the top surface of the mold held at the powder 
filling position, and thereby the hopper may form a part 



of the strickle mechanism, the at least one hopper may 
comprise a plurality of hoppers provided on the rotary 
table at ctrciimferentially spaced positions with respect 
to the axis of the rotary table, the plurality of hoppers 
bang capable of individual movement wherein different 
powder materials may be stored in the plurality of hop- 
pers, respectively, differing from one another in at least 
one of properties including component(s) of powder 
material, percentages of components, particle size and 
particle shape. , 

[0020] In accordance with a further aspect of the 
present invention, there is provided a powder filling, 
mechanism for filling powder material into a mold which 
has a bore opening at a top end thereof, the mechanism 
comprising: a support plate having a top surface and a 
hole for receiving the upper end of the mold, wherein 
the upper end of the mold may be fitted in the hole with- 
out any substantial clearance therebetween and with a 
top surface of the support plate and the top surface of 
the mold being substantially flush with each other; and 
a hopper having a bottom surface and so disposed as to 
be movable on the top surface of the support plate with 
the bottom surface being in contact with the top surface 
of the support plate, the hopper having an amount of 
powder material stored therein. The hopper has a bot- 
tom opening for dispensing powder material, which 
opens at the bottom surface and has a size equal to or 
greater than that of a top opening of the bore of the 
mold, wherein the hopper is movable on the top surface 
of the support plate and across the top surface of the 
mold. 

[0021] In a preferred embodiment of the present 
invention, the hopper may be movable between a first 
position at which the bottom opening of the hopper is 
closed by the support plate and a second position at 
which the bottom opening of the hopper is in alignment 
with the hole in the support plate, whereby powder filling 
is completed by a pair of strokes of the hopper from the 
first position to the second position and then back to the 
first position. Alternatively, the hopper may be movable 
along a straight path between first and third positions at ' 
which the bottom opening of the hopper is closed by the 
support plate, wherein the hopper passes by a second 
position during a stroke between the first and third posi- 
tions, at which the bottom opening of the hopper is in 
alignment with the hole in the support plate, whereby 
powder filling is completed by a single stroke of the hop- 
per from one of the first and third positions to the other. 
[0022] The above and other objects, features and 
advantages of the present invention will be apparent 
from the following detailed description of preferred 
embodiments thereof, reference being made to the 
accompanying drawings, in which: 

Figs. 1 A to 1 H are section views of a sintering mold, 
illustrating principles of a method of automatically 
loading powder material into a mold, in accordance 
with the present invention; 
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Fig. 2 is a side elevation view of an apparatus for . 
automatically loading powder material into a mold, 
constructed and arranged i n accordance with a f irst 
embodiment of the present invention; 
Fig. 3 is a plan view of the automatic powder mate- 5 
rial loading apparatus of Fig. 2; 
Fig. 4 is a front elevation view of a carrier and a 
measure unit of the automatic powder material 
loading apparatus of Fig. 2. showing the carrier par- 
. tially cut away; io 
Fig. 5A is a side elevation view, partially sectioned, 
of the carrier as viewed in the direction of arrows Z- 
Zin Fig. 4; 

Fig. 5B is a section view of the carrier as viewed in 
the direction indicated by arrows B-B in Fig, 5A; is 
Fig. 5C is a section view of the carrier as viewed in 
the direction indicated by arrows C-C in Fig. 5A; 
Fig. 5D is a section view of the carrier as viewed in 
the direction indicated by arrows D-D in Fig. 5A; 
Fig. 6 is a side elevation view of the measure unit of 20 
Fig. 4 as viewed in the direction square to that in 
Fig. 4; 

Fig. 7 is a front elevation view of a sintering mold 
dispenser unit; 

Fig. 8 is a side elevation view of the sintering mold 25 
dispenser unit of Fig. 7 as viewed in the direction 
square to that in Fig. 7; 

Fig 9 is a plan view of a powder filling mechanism; 
Fig. 10 is a longitudinal section view of the powder 
filling mechanism of Fig. 9; so 
Fig. 1 1 is a cross section view of the powder filling 
mechanism of Fig. 9 taken along line U-U of Fig. 9; 
Fig. 12 is a front elevation view of a press unit; 
Fig. 13A is a side elevation view of the press unit of 
Fig. 12 as viewed in the direction square to the 35 
viewing direction of Fig. 12; 
Fig. 13B is a enlarged plan view of the pedestal of 
the press unit of Fig. 12; 
Fig. 14 is a side elevation view of a sender unit; 
Fig. 1 5 is a front elevation view of the sender unit of 40 
Fig. 14 as viewed in the direction square to the 
viewing direction of Fig. 14; 
Fig. 16 is a schematic plan view of an apparatus for 
automatically loading powder material into a mold, 
constructed and arranged in accordance with a 45 
second embodiment of the present invention; 
Fig. 17 is a section view of the apparatus of Fig. 16 
taken along line V-V in Fig. 16; 
Fig. 1 8 is an enlarged section view of the apparatus 
of Fig. 16 taken along line W-W in Fig. 16; so 
Fig. 1 9 is a plan view of a powder filling mechanism; 
Fig. 20 is a section view of the powder filling mech- 
anism of Fig. 19; 

Fig. 21 is a schematic plan view of a part of ah 
apparatus for automatically loading powder mate- 55 
rial into a mold, constructed and arranged in 
accordance with a third embodiment of the present 
invention; 



Fig. 22 is an enlarged plan view of a carrier used in 
the automatic powder material loading apparatus of 
Fig. 21; 

Fig. 23 is an enlarged cross section view taken 
along line X-X in Fig. 21; 

Fig. 24 is an enlarged cross section view taken 
along line Y-Y in Fig. 22; and 
Fig. 25 is an enlarged cross section view of a 
lift/support unit used in the apparatus of ^ig. 21. 

[0023] With reference now to the accompanying 
drawings, preferred embodiments of the present inven- 
tion will be described in detail. 

[0024] Referring first to Figs. 1A to 1H. we will 
describe the principles of a method of automatically 
loading powder material into a mold, in accordance with 
the present invention: (1) First, a mold a used in the' 
method is provided, which comprises a tubular body 
having a bore b extending therethrough to define a mold 
cavity, as shown in Fig. 1 A. A lower press core e is also 
provided, which is inserted into the bore fe from the bot- 
tom of the mold a and thereby fitted in the bore k The 
mold a may be either a sintering mold used not only for 
forming a powder compact therein but also for retaining 
the powder compact therein during subsequent electri- 
cal sintering process or a pdwder-compact-forming 
mold used only for forming a powder compact therein 
while the powder compact thus formed is subjected to 
sintering process after removed from the mold. In the 
former case, the mold a end the lower press core e may 
be formed of any suitable conductive material for electri- 
cal sintering process, such as graphite. In the latter 
case, the mold a and the lower press core a may be 
formed of any suitable iron-based material, such as a 
steel. The mold a with the lower press core a fitted 
therein is placed on a tray (not shown) and brought to a 
powder filling position, and the mold a is aligned to the 
powder filling position with precision. It is noted that the 
tray is used in order to facilitate the continuous fabrica- 
tion process and not to prevent the lower press core 
from dropping off the mold; in fact, the lower press core 
is fitted tight in the bore of the mold, which could effec- 
tively prevent the lower press core from dropping off the 
mold even if no tray were used but the mold itself were 
gripped for transportation. 

(2) Subsequently, the mold a is fixedly held at the 
powder filling position while the lower press core a 
is pushed up by a push-up rod f, as shown in Fig. 
1B, so that the lower press core e is displaced in 
vertical direction relative to the mold a (which is fix- 
edly held at this point of time), until the distance (or 
depth) of the top surface of the lower press core e 
from the top surface c of the mold a becomes a 
desired distance (or desired depth). The desired 
depth depends on a desired amount of powder 
material to be filled into the mold a and thus on a 
desired thickness of the powder layer to be formed 
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in the mold a. 

(3) Thereafter,, as shown in Fig. 1C, the desired 
amount of powder material j is filled into the space 
h defined by the mold a and the top surface of the 
lower press core e by means of a powder filling 
mechanism, which also serves as a strickle for 
stickling off any excessive amount of powder mate- 
rial to the level of the top surface of the mold, as 
described later in greater detail. When the powder 
filing operation has been done, the amount of pow- 
der material i filled into the space b forms a layer 
having its top surface level with (or flush with) the 
top surface £ of the mold a* 

(4) Then, as shown in Fig. 1 D, the amount of pow- 
• der material i in the mold a is pressed at a desired 

pressure by lowering an upper plunger k while the 
lower press core e is held stationary by a lower 
plunger g supporting the bottom of the lower press 
core e so as to form a powder compact. The 
desired pressure depends on the properties of the 
powder material to be filled, such as component 
materials) and/or particle size of the powder mate- 
rial, and is selected to a pressure which ensures 
that satisfactory final products may be obtained 
after sintering. 

(5) The apparatus may be used to form in the mold 
a multi-layered powder compact comprising layers 
of different powder materials, differing from one 
another in at least one of properties including com- 
ponents) of powder material, percentages of com- 
ponents, particle size and particle shape. In the 
case where such a multi-layered powder compact is 
to be formed, following the pressing operation of 
powder material in the mold to form a powder com- 
pact, as carried out in step (4) above, the upper and 
lower plungers Is and g are displaced together in 
vertical direction relative to the mold a so as to 
adjust the depth of the top surface of the powder 
compact (formed of the previously filled powder 
material) from the top surface c_ of the mold to a 
desired depth which depends on a desired amount 
of powder material to be filled into the mold for the 
next powder layer. Then, the operations in steps (3) 
and (4) above are repeated for the next powder 
layer. The sequence of operations in step (5) is reit- 
erated thereafter for each of the powder layers to be 
included in the multi-layered powder compact. 

(6) if the mold is a sintering mold a1, the finished 
powder compact is to be subsequently subjected to 
the sintering process while retained in the moid. In 
such a case, simultaneously to or after the pressing 
operation of the last powder layer in the multi-lay- 
ered powder compact, the lower plunger g, the 
lower press core e, the finished powder compact 
and the upper plunger k are displaced together 
downward relative to the mold a so as to adjust the 
vertical position of the finished powder compact 
within the mold to a desired vertical position (which 



is typically the vertically middle position within the 
mold). Then, the upper plunger Is is removed from 
the mold and replaced by an upper press core m 
made of a tough, conductive material, such as 

s graphite carbide, which is inserted from above into 
the bore of the sintering mold, as shown in Fig. 
1 G. At this point of time, the sequence of operations 
for loading powder material into the sintering mold 
is completed, and the sintering mold, which has the 

10 upper and lower press cores fitted therein and 
retains the finished powder compact therein, is sent 
to the following station for sintering process. On the 
other hand, if the mold is a powder-compact-form- 
ing mold a2, the finished powder compact q is 

is removed from the mold a2 by suitable operations, 
such as displacing the upper plunger Is downward 
so as to push down the powder compact n out of 
the mold. R is noted that the pressing operation of 
the powder material in the mold may be repeated 

20 subsequent to every repetition of the filling/strick- 
ling operation or, alternatively, may be repeated 
subsequent to every two or more repetitions of the 
filling/stricWing operation. Also, the powder layer 
thickness will be reduced by compaction caused by 

25 the pressing operation; such reduction in powder 
layer thickness has to be taken into consideration 
when the powder filling operation for the next layer 
is carried out. 

30 [0025] Referring next to Figs! 2 to 15. we will 
describe an apparatus for automatically loading powder 
material into a mold, constructed and arranged in 
accordance with a first embodiment of the present 
invention, together with an exemplified sequence of 

35 operations carried out by the apparatus for loading pow- 
der material into a sintering mold, in which electric sin- 
tering is effected to the powder compact retained 
therein. Figs. 2 and 3 show the whole of the automatic 
powder material loading apparatus 10 (referred to more 

40 simply as the "loading apparatus" hereinafter) of the first 
embodiment. The loading apparatus 10 may be suitably 
used to form in a sintering mold a multi-layered powder 
compact comprising layers of different powder materi- 
als, which differ from one another in at least one of prop- 

45 erties including component(s) of powder material, 
percentages of components, particle size and particle 
shape. The loading apparatus 10 includes a plurality of 
powder filling mechanisms arranged in line and used 
independently for filling different powder materials, 

so respectively, as detailed below. More specifically, the 
loading apparatus 10 comprises a frame 11 (shown 
extending in horizontal direction in Figs. 2 and 3), a sin- 
tering mold dispenser unit 12 provided at one end (the 
right-hand end in Figs. 2 and 3) of the frame 1 1 , a pow- 

55 der filling system including a plurality of powder filling 
mechanisms 14 arranged in line along the length of the 
frame 11, a measure unit 16 provided on the frame 1 1 
and located next to the powder filling system, a press 
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unit 18 constructed separately from the frame 11 and 
located next to the left-hand end of the frame 11, a take- 
out unit 20 for taking our or picking up and sending a 
sintering mold, and a sintering mold conveyor system 
22 (not shewn in Fig. 2 nor Fig. 3) for conveying a sinter- 5 
ing-mold-and-tray (i.e., a sintering mold together with a 
tray on which it is placed) from the sintering mold dis- 
penser unit 1 2 to the press unit 1 8. Thus, in this embod- 
iment a sintering mold a1 is conveyed together with an 
associated tray J on which the sintering mold a1 is 10 
placed. As shown in Fig. 4 by imaginary lines, the tray J 
has a central, circular opening H formed therein, which 
has a smaller diameter than the bore b of the sintering 
mold. The tray J also has a central, shallow recess 
formed on its top surface, for receiving the bottom por- 15 
tibn of the sintering mold so as to ensure appropriate 
placement of the sintering mold on the tray J during 
transportation. The sintering mold, when stored in the 
dispenser unit 12, has a lower press core e fitted in the 
bore b, with the outer peripheral edge of the bottom of 20 
the lower press core e being in engagement of the top 
surface of the tray J along the edge of the central open- 
ing H of the tray J. Under this condition, the sintering 
mold is dispensed by the dispenser unit 12 onto a car- 
rier which is described in detail below. 25 
[0026] With reference to Figs. 4 and 5, the sintering 
mold conveyor system 22 includes a pair of spaced, 
horizontal guide rails 221 extending in the longitudinal 
direction of the elongated frame 1 1 to cover the entire 
length of the frame 1 1 .. The guide rails 221 are mounted so 
on under frame members 1 1 1 of the frame 1 1 as well as 
on a base plate of the press unit 18. The conveyor sys- 
tem 22 further includes a rack 222 extending along the 
guide rails 221 and a carrier 223 supported by and mov- 
able along the guide rails 221 . The carrier 223 includes 35 
a horizontal, flat movable base plate 224 having four 
wheels 225 (two are provided on each of right- and left- 
hand sides (as viewed in Fig. 4) of the movable base 
plate 224, with only two of them being shown in Fig. 4). 
With these wheels 225 provided, the movable base 40 
plate 224 is capable of running along the guide rails 
221 . The movable base plate 224 is driven to run along 
the guide rails 221 by means of a drive motor 226 
mounted on the movable base plate 224 and having 
reduction gears incorporated therein. The drive motor 45 
226 has an output shaft with a pinion 227 fixedly 
mounted thereon and in engagement with the rack 222, 
so that operation of the drive motor 226 causes the 
movable base plate 224 to run along the guide rails 221 . 
The movable base plate 224 has four bearing sleeves so 
229a Fixedly mounted thereon (two are provided on 
each side of the base plate 224, with only two being 
shown in Fig. 4) and four vertical posts 229 supported 
and guided by the respective bearing sleeves 229a for 
vertical displacement relative to the movable base plate ss 
224. A horizontal, flat, receiving plate 230 is secured to 
and supported by the upper ends of the four vertical 
posts 224. The receiving plate 230 has a central, circu- 



lar opening 231 formed therein. When a tray J carrying 
a sintering mold a1 is placed on the receiving plate 230, 
the opening 231 is substantially in alignment with the 
hole b of the sintering mold a1. A mount plate 232 is 
secured to and interconnects the four vertical posts 229 
near the middle points of the posts 229. 
[0027] A lift plate 233 is provided between the 
mount plate 232 and the receiving plate 230. The lift 
plate 233 has four bearing sleeves 233a fixedly 
mounted thereon, for receiving the respective vertical 
posts 229, such that the lift plate 233 is guided by the 
vertical posts 229 for vertical displacement The lift plate 
233 further has a push-up member 234 fixedly mounted 
on the top surface thereof, for pushing up the lower 
press core fitted in the sintering mold a1 earned by the 
tray J on the receiving plate 230. The mount plate 232 
has a drive motor 235 mounted thereon, which com- 
prises an electric motor having reduction gears incorpo- 
rated therein. The drive motor 235 has a vertical output 
shaft the axis of which is in alignment with the axis of 
the opening 231 of the receiving plate 230. The output 
shaft of the drive motor 235 has; a screw spindle 236 fix- 
edly connected thereto, so that the operation of the 
drive motor 235 causes the screw spindle 236 to rotate. 
The lift plate 233 has a nut 237 fixedly mounted thereon 
and in thread engagement with the screw spindle 236. 
When the drive motor 235 is operated to rotate the 
screw spindle 236, the lift plate 233 is displaced 
together with the push-up member 234 in vertical direc- 
tion relative to the vertical posts 229 and thus to the 
mount plate 232. The push-up member 234 has a cylin- 
drical stem with its axis extending in vertical direction 
and a horizontal top flange 234b extending radially out- 
wardly from the top end of the stem, with an axial bore 
234a being formed therethrough to extend in vertical 
direction (Fig. 5A). The screw spindle 236 is received in 
the axial bore 234a of the push-up member 234. In the 
embodiment, the electric motor used in the drive motor 
235 comprises a stepper motor capable of positioning 
control with accuracy allowing positioning errors which 
are well less than 0.1 mm and typically on the order of 
0.01 mm. Other devices may be also used as long as. 
they may provide compatible positioning accuracy. 
[0028] The movable base plate 224 has a lift motor 
(an electric motor) 239 mounted thereon. A vertical rod 
238 is fixedly connected to the mount plate 232, with the 
upper end of the rod 238 being secured to the mount 
plate 232. The movable base plate 224 further has a 
drive mechanism mounted thereon, for operatively inter- 
connecting the output shaft of the lift motor 239 and the 
vertical rod 238 so as to translate rotary motion of the 
former into linear motion of the latter. The drive mecha- 
nism may comprise a rack-and-pinion mechanism, a 
feed screw mechanism or a roller mechanism compris- 
ing a roller in frictional contact with the vertical rod 238. 
Preferably, the drive mechanism may comprise a rotary 
nut (not shown) supported for rotation and driven by the 
lift motor 239, with the vertical rod 238 comprising a 
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screw rod in thread engagement with the rotary nut 
Such mechanism may typically allows the control of the 
vertical displacement of the mount plate 232 with accu- 
racy allowing positioning errors less than 0.1 mm. In 
operation, when the lift motor 239 is operated to rotate 5 
the rotary nut the mount plate 232 is displaced together 
with the posts 229 and the receiving plate 230 in a ver- 
tical direction relative to the movable base plate 224. 
The carrier 223 conveys a sintering mold a1, when the 
sintering mold a1 is placed on a tray, which is in turn 10 
placed on the receiving plate 230. The tray J is a plate- 
like member having a central, shallow, recess formed in 
its top surface, for receiving the bottom of a sintering 
mold a1. The sintering mold a1 may be placed in posi- 
tion on the tray J as well as held by the tray J by virtue 75 
of the central recess. While the positioning and holding 
of a sintering mold on a tray is provided by the central 
recess of the tray in this embodiment, other known 
means may be also used to provide these functions. 
Further, while the sintering mold used in this embodi- 20 
ment comprises a hollow cylindrical body with a circular 
cross section, any other sintering molds comprising a 
tubular body with different cross sections may be also 
used. The movable base plate 224. the mount plate 232 
and the lift plate 233 have recesses or cutouts 224\ 232' 2s 
and 233', respectively, which are open toward one direc- 
tion, facing to one end of the guide rails 221, which 
direction is referred to as the forward direction of the 
carrier 233. The recesses 224\ 232* and 233* are capa- 
ble of receiving ah upright hollow cylindrical pedestal of 30 
the press unit 18 (providing the same function as the 
lower plunger g of Figs. 1 B to 1 F, as described in greater 
detail below), such that the axis of the push-up member 
234 may be substantially in alignment with the axis of 
the cylindrical pedestal. If the lower press core e is sized 35 
such that it may be fitted so tight in the sintering mold 
a1 , the lower press core e will not be lowered within the 
mold during the subsequent powder filling operation 
without any support to the lower press core &. If this is 
the case, the drive motor 235 for lifting up/down the )40 
push-up member 234 relative to the mount plate 232 
may be replaced by a hydraulic cylinder, as long as the 
latter is capable of defining the upper limit position of the 
lower press core £ with precision. 

[0029] With reference to F;igs. 7 and 8, the sintering 45 
mold dispenser unit 12 comprises an elevator 120 for 
storing therein a plurality of sintering molds a1 together 
with associated trays J each carrying one of the molds 
al , and for sequentially lifting down and dispense the 
sintering molds a1 with trays J. The elevator 120 com- so 
prises: a pair of horizontal drive shafts 121 provided on 
opposite sides of the frame 11 (right- and left-hand 
sides of the frame 1 1 , as viewed in Fig. 7); a pair of hor- 
izontal idler shafts 122 associated with the drive shafts 
1 21 ; and a drive motor (an electric motor) 123 for driving ss 
the drive shafts 121 to rotate. The drive shafts 121 are 
supported for rotation by means of respective bearings 
121a of a known type and mounted thereby on the 



upper edges of a pair of right and left side members 1 1 2 
of the frame 1 1 (Fig. 7). The frame 1 1 further corrprises 
two pairs of vertical columns 114 for the sintering mold 
dispenser unit 12, which are mounted on the pair of side 
members 112. The idler shafts 122 are supported for 
rotation by means of bearings of a known type and 
mounted thereby at the top ends of the vertical columns 
114, such that the idler shafts 122 are provided on 
opposite sides of the frame 1 1 and just above the asso- 
ciated drive shafts 121 . The sintering mold dispenser 1 2 
further comprises a drive train of a known chain-and- 
sprocket type for transmitting the torque of the drive 
motor 123 and driving the drive shafts 121 to rotate in 
opposite directions (i.e., the right- and left-hand drive 
shafts are driven to rotate in clockwise and counter- 
clockwise directions, respectively, as viewed in Fig. 7). 
More specifically, the drive train corrprises, for each 
side of the frame 1 1 , a pair of spaced sprockets 125 fix- 
edly mounted on the drive shaft 121 on that side of the 
frame 11 and a pair of spaced sprockets 126 fixedly 
mounted on the idler shaft 122 on that side, the sprock- 
ets 126 being spaced apart the same distance as the 
sprockets 1 25. For each side of the frame 1 i , the pair of 
sprockets 125 on the drive shaft 121 and the pair of 
sprockets 1 26 on the idler shaft 1 22 are operati vely con- 
nected through a pair of endless chains 127 wound 
round them. In this manner, two pairs of chains 127 are 
provided in total; one pair being provided on each side 
of the frame 1 1 . Each pair of chains 1 27 have a plurality 
of horizontal, support bars 128 mounted thereon at con- 
stant intervals and interconnecting the chains 127 of the 
pair. The pair of drive shafts 121 are driven to rotate in 
opposite directions and in synchronism, and the phase 
between the left- and right-hand chain pairs (as viewed 
in Fig. 7) is adjusted such that the support bars 1 28 pro- 
vided on the left-hand chain pair are always kept to be 
level with their corresponding support bars 128 pro- 
vided on the right-hand chain pair. 
[0030] One of the support bars 1 28 provided on the 
left-hand chain pair (as viewed in Fig. 7) and the corre- 
sponding support bar 128 provided on the right-hand 
chain pair together form a support bar pair. Each pair of 
support bars 128 supports a tray J carrying a sintering 
mold a1 , so that a plurality of sintering molds a1 may be 
stored in the sintering mold dispenser unit 12. For dis- 
pensing a sintering mold a1, the drive motor 123 is 
operated to move the chains 127 a predetermined dis- 
tance at a time, and in directions as indicated by respec- 
tive arrows in Fig. 7, so that the trays supported by the 
support bar pairs are lifted down and the lowest of the 
trays is dispensed onto the receiving plate 230 of the 
carrier 223, which is then located under the sintering 
mold dispenser unit 12. 

[0031] The powder filling mechanisms 14 are 
arranged in line along the transportation path of the car- 
rier 223. The number of the units 14 should be equal or 
greater than the number of different powder materials to 
be used. Since the powder filling mechanisms 14 have 
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the same construction and are used to provide identical 
functions, only one of them is described in detail With 
reference to Figs. 9, 10 and 11 , the frame 1 1 includes a 
pair of upper beams 113 (Fig. 10) extending in the lon- 
gitudinal direction of the frame 11, i.e., parallel to the 
guide rails 221 . As shown, the powder filling mechanism 
14 comprises a generally rectangular, support plate 141 
horizontally fixed on the upper beams 113 of the frame 
1 1 in a known manner. The support plate 141 extends 
perpendicular to the running direction of the carrier 233 
and over the transportation path of the sintering mold a1 
conveyed by the carrier 223. The powder filling mecha- 
nism 14 further comprises a pair of horizontal, hopper 
guide rails 142 mounted on the top surface of the sup- 
port plate 141 and spaced apart in the running direction 
of the carrier 223 and a movable hopper 150 provided 
on the support plate 141 and between the hopper guide 
rails 142. The hopper guide rails 142 extend perpendic- 
ular to the running direction of the carrier 223 and over 
the transportation path of the sintering mold a1. The 
movable hopper 150 is supported and guided by the 
hopper guide rails 142 for horizontal displacement. The 
support plate 141' has an opening 141a (of a circular 
shape in the embodiment) formed therein. The opening 
141 a is formed at such position that a sintering mold 
placed on the carrier 223 may be in alignment therewith, 
when the carrier 233 has been brought to the powder 
filling portion of the powder filling mechanism 14. Fur- 
ther, the opening 141a is so sized as to be capable of 
receiving the top end of the sintering rhold without any 
substantial clearance therebetween. Each of the hopper 
guide rails. 142 includes: a guide plate 143 defining a 
horizontal guide surface 143a facing downward; a base 
plate 1 44 secured to the support plate 141 in a known 
manner; and a plurality of support rods 145 intercon- 
necting the guide plate 143 and the base plate 144 with 
a space left therebetween. 

[0032] The movable hopper 1 50 comprises a hollow 
cylindrical body 151 having an inner diameter substan- 
tially equal to or somewhat greater than that of the bore 
b of the sintering mold a1 and having a bottom flange 
151 extending radially outwardly. The bottom flange 151 
ha£ a rectangular outer contour as seen in plan, which 
is nearly square having four sides, of which a pair of 
opposite sides extend along the hopper guide rails 143. 
Two rollers 153 are provided on each of these sides of 
the bottom flange 151, for rolling on the guide surface 
143a of the corresponding one of hopper guide rails 
143. The rollers 153 (four, in total) are always in 
engagement with the guide surfaces 143a, which faces 
downward as described above, so that the movable 
hopper 150 is effectively prevented thereby from rising 
apart from the top surface of the support plate 141 . The 
body 151 of the movable hopper 150 is filled with a pow- 
der material. While it is generally preferable that the 
inner cavity of the hopper body 1 51 has a cross section 
corresponding to that of the sintering mold into which 
the powder material is to be filled from the movable hop- 
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per 150, other cross sections may be also used to 
achieve acceptable results. For example, for a sintering 
mold having a hollow cylindrical body with a circular 
cross section,, we may use a hopper having a tubular 

5 body with a square cross section. Further, the cross 
section of the inner cavity of the hopper body 151 may 
preferably have a size which is either equal to or some- 
what greater than that of the cross section of the bore of 
the sintering mold to be used. Thus, if both of their cross 

re sections are circular, the preferable relationship may be 
expressed as D1 s D2, where D1 and D2 stand for the 
inner diameters of the bore of the sintering mold and the 
inner cavity of the hopper body, respectively 
[0033] The movable hopper 1 50 has a rod 1 54 h av- 
is ing one end connected to the movable hopper 150 on 
one side (the left-hand side as viewed in Figs. 9 and 1 0) 
of the movable hopper 150 and extending parallel to the 
hopper guide rails 142 (i.e., in the horizontal direction as 
viewed in Figs. 9 and 10). The rod 154 is supported by 

20 a linear bearing 1 55 for sliding movement along the lon- 
gitudinal direction of the rod 1 54, with the linear bearing 
155 being fixedly mounted on the support plate. 141. 
The rod 154 is driven for reciprocal linear motion by 
means of a drive motor 146 and a suitable drive mech- 

25 anism of a known type (not shown). The drive mecha- 
nism may be a rack-and^pinidn drive comprising rack- 
teeth formed on the rod 154 and a pinion in engagement 
with the rack-teeth and driven by the drive motor 146 for 
rotation in both directions. Such a drive mechanism may 

30 be preferably housed within the casing of the linear 
bearing 155. The position of the rod 154 and thus the 
position of the movable hopper 150 is detected by a pair 
of position sensors 147a arid 147b, which are mounted 
on the support plate 141 at positions spaced apart in 

35 the moving direction of the rod 1 54. 

[0034] The powder filling mechanism 1 4, having the 
arrangement as described above, operates as follows. 
When ready for operation, the movable hopper 150 has 
a sufficient amount of powder material i stored in the 

40 cavity of the body 151 and is positioned at one of two 
waiting positions M and O shown in Fig. 10. The carrier 
223, which has a sintering mold a1 and an associated 
tray J placed thereon, is driven to bring the sintering 
mold a1 to the powder filling position of the powder -fill - 

45 ing mechanism 14. Then, the lift motor 239 on the car- 
rier 223 is operated to lift up the assembly composed of 
the receiving plate 230 and the four vertical posts 229, 
until the top end of the sintering mold a1 on the tray J 
enters in the opening 141a of the support plate 141 and 

so the top surface c of the sintering mold a1 becomes sub- 
stantially level with (or flush with) the top surface of the 
support plate 141. Simultaneously, the drive motor 235 
on the carrier 223 is operated to rotate the screw spin- 
dle 236 to lift up the lift plate 233 together with the push- 

55 up member 234 relative to the receiving plate 130 and 
thereby to displace the lower press core e upward rela- 
tive to the sintering mold a1 , until the top surface of the 
lower press core s is raised to reach the level with which 
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the distance (or depth) of the top surface of the lower 
press core fi from the top surface £ of the sintering mold 
al becomes a desired distance (or desired depth). In 
order to prevent rise of the sintering mold when the 
lower press core is displaced upward in the sintering 5 
mold, the powder filling mechanism 14 is provided with 
a clamp (not shown) for gripping the sintering mold to 
secure K to the powder filling mechanism 14. The 

, "desired" depth of the x top surface of the lower press 
core from the top surface of the sintering mold a1 w 
depends oh the desired amount of powder material to 
be filled into the sintering mold or the desired thickness 

. of the powder layer to be formed in the sintering mold. 
On the other hand, the "actual" depth of the top surface 
of the lower press core from the top surface of the sin- 75 
tering mold a1 may be controlled base on the measure- 
ment of the vertical position of the push-up member 234 
relative to the vertical position of the receiving plate 230. 
with knowledge of the height of the sintering mold a1 
and the height (or thickness) of the lower press core. 20 
Then, the movable hopper 150 is operated to make a 
stroke of movement from the position M to the position 
O or vice versa. During this stroke, the bottom opening 
(or mouth) of the inner chamber of the movable hopper 
150 passes through the top opening (or mouth) of the 25 
bore & of the sintering mold a1 . then an amount of pow- 
der is filled into the bore b of the sintering mold a1 from 
the movable hopper 150. When the movable hopper 
1 50 reaches either of the positions M and O, the powder 
filling operation is completed. Because the bottom sur- 30 
face of the movable hopper 150 is kept in contact 
against the top surface of the support plate 141 during 
its stroke, the amount of powder material lust filled into 
the sintering mold a1 has a flat top surface which is level 
with the top surface of the sintering mold a1 . Thus, the 35 
edge of the bottom surface of the movable hopper 150 
serves as a strickle for strickting off any excessive 
amount of powder material to the level of the top surface 
of the sintering mold a1 . After completion of the powder 
filling operation, the receiving plate 130 of the carrier 40 
223 is lowered together with the sintering mold. The 
lower press core is fitted tight into the bore of the sinter- 
ing mold so that a significant force is needed for causing 
displacement of the lower press core relative to the sin- 
tering mold, with the result that any unintended lowering 45 
of the lower press core relative to the sintering mold will 
never be caused by gravity. Thus, in the case where a 
hydraulic cylinder is used in place of the lift motor 235 
for lifting up/down the push-up member 234, once the 
push-up member 234 is raised to set the lower press 50 
core to a desired position for the powder filling operation 
for the first powder layer in the sintering mold, it is no 
longer necessary to retain the push-up member 234 at 
that position but the push-up member 234 may be low- 
ered. 55 

[0035] With reference again to Figs. 4 and 6. the 
measure unit 16 comprises: a horizontal support plate 
161, which is fixedly mounted on the upper beams 1 13 



of the frame 1 1 and extends over the transportation path 
of the carrier 223; four bearing sleeves 162a fixedly 
mounted on the support plate 1 61 ; arid four vertical rods 
162 supported by the respective bearing sleeves 162a 
for vertical displacement The four bearing sleeves 162a 
are provided on the support plate 161 , with two of them 
being located at each end (each of the right- and left- 
hand ends as viewed in Fig. 4) of the support plate 161 . 
The measure unit 16 further comprises: a connecting 
plate 1 63 secured to the upper ends of the vertical rods 
1 62; a load sensor 1 64 secured to the support plate 1 61 
at the middle point of the support plate 161; and a 
pusher 165 fixedly attached to the connecting plate 1 63 
for pushing down the top end of the load sensor 164. 
Each of the vertical rods 162 has a support bar 166, 
which is connected at the lower end of the associated 
vertical rods 162 and extends horizontally toward the 
transportation path of the carrier 223. Vertical guide 
rods 167 for guiding counterweights 168 in vertical 
direction are fixedly connected to the support plate 1 61 . 
A support bar 166 extending toward the carrier is fixed 
to the lower end of each of the vertical rods. The sup- 
port bars 166 are connected to the counterweights 168 
through cables 1 69. such that the total weight of the ver- 
tical rods 162, the connecting plate 163, the sintering 
mold and. the tray is substantially balanced with the 
counterweights 168, in order to prevent any excessive 
load from acting on the lord sensor 164. In operation, a 
sintering mold may be brought to the measuring posi- 
tion of the measure unit 16 each time the powder filling 
operation has been effected to the sintering mold. Alter- 
natively; a sintering mold may be brought to the measur- 
ing position only when the powder filling operations for 
all the powder layers to be formed in the sintering mold 
have been done. In either case, when the sintering mold 
is brought to the measuring position by the carrier 233, 
the lift motor 239 in the carrier 223 is operated to lift 
down the receiving plate 130. When the receiving plate 
130 is lifted down below the support bars 166. the sin- 
tering-mold-and-tray placed on the receiving plate 223 
is passed to the support bars 166. The sintering-mold- 
and-tray is now supported solely by the support bars 
166. and the total weight of the amounts of powder 
materials having been filled into the sintering mold so 
far is measured by the load sensor 164, which excludes 
the weights of the vertical rods 162, the connecting 
plate 163, the tray J, the sintering mold a1 and the lower 
press core e. Further, from the measurements thus 
obtained, the weight of the amount of powder material 
last filled into the sintering mold can be determined. The 
measurement operation may be performed either 
before or after the pressing operation which is 
described in detail below. 

[0036] With reference to Figs. 12 and 13, the press 
unit 18 comprises a rectangular base plate 181 which is 
separate from the frame 11; four upright columns 182 
fixedly mounted on the base plate 181 , one at each cor- 
ner of the base plate 181 ; an upright pedestal 183 fix- 
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edly mounted on the base plate 181 at the center 
thereof ; a top plate 184 supported by and connected to 
the upper ends of the columns 182; a press guide 185 
guided by the columns 182 for vertical movement 
between the top plate 184 and the base late 181; an 
upper plunger or press member 186 fixedly mounted on 
the press guide 185; an hydraulic cylinder 187 secured 
to the top plate and having a piston rod 187a connected 
to the press guide 185. The base plate 181 is provided 
with a pair of guide rails (not shown) mounted thereon, 
the guide rails forming an elongation of the guide rails 
221 mounted on the under frame members 111 of the 
frame 1 1 , so that the carrier 233 may be operated to run 
not only along the guide rails 21 on the frame 1 1 but 
also along the guide rails on the base plate 181. The 
pedestal 183 has a top end 183a which is so shaped 
and sized as to be received in the opening 131 of the 
receiving plate 130 of the carrier 223 as well as in the 
opening H formed in the tray J. The pedestal 183 is of a 
hollow cylindrical shape and has a cutout 191 formed 
therein, as shown in Fig. 12B The cutout 191 faces the 
direction from which the carrier approaches the pedes- 
tal 183 and forming a through path between the inside 
and the outside of the hollow cylindrical pedestal 183. 
When the carrier 223 has reached the pressing position 
of the press unit 16, the cutout 191 allows a part of the 
carrier 233 to enter the inside space of the pedestal 
183, which part includes the cylindrical stem portion of 
the push-up member 234, the drive motor 235, the cen- 
tral portion 232a of the mount plate 232 and the central 
portion 233a of the lift plate 233 (see Figs. 5C and 5D). 
Further, when the carrier 223 is in thjs position, the top 
flange 234b of the push-up member 234 extends above 
the top, circular edge of the pedestal 183, with the axis 
of the piush-up member 234 and being substantially in 
alignment with the axis of the pedestal 183. In addition, 
when the carrier 223 is in this position, the pedestal 1 83 
is received in the recess or cutout 224' formed in the lift 
plate 224 of the carrier 223 (Figs. 5B and 5D). The 
upper plunger or press member 186 has a lower end so 
shaped and sized as to be fitted tight in the bore b of the 
sintering mold a1 . The press unit 18 further comprises a 
pair of hydraulic cylinders (lift cylinders) 188 mounted 
on the base plate 181 through respective brackets 189 
at positions on opposite sides of the pedestal 183. The 
hydraulic cylinders 188 are supported by the corre- 
sponding brackets 189 with their piston rods 188a 
extending upward. A pair of support members 190 are 
attached to the upper ends of the piston rods 188a, 
respectively. 

[0037] In operation, when the press unit 18 is in a 
condition to wait for a sintering mold to arrive, the press 
guide 185 having the upper plunger 186 mounted ther- 
eon is placed at its upper position by means of the 
hydraulic cylinder 187, while the lift cylinders 188 are 
controlled such that their piston rods 188a are in their 
retreated position. When the carrier 223 arrives at the 
pressing position of the press unit 18, the pedestal 183 



is received in the recesses 224', 232* and 233' of the lift 
plate 224. the mount plate 232 and the lift plate 233. 
respectively, while the cylindrical stem portion of the 
push-up member 234. the drive motor 235, the central 
5 portion 232a of the mount plate 232 and the central por- 
tion 233a of the lift plate 233 together enter the inside 
space of the pedestal 1 83 through the cutout 1 91 . When 
the carrier 223 has reached the pressing position, the 
axis of the push-up member 234 is substantially in aiign- 
io merit with the axis of the pedestal 183 and the top 
flange 234b of the push-up member 234 extends above 
the top edge of the pedestal 183. Then, the lift motor 
239 is operated to lower the receiving plate 230 of the 
carrier 223 and thus lower the tray J on which a sinter- 
is ing mold a1 is placed, until the under surface of the top 
flange 234b of the push-up member 234 come into 
engagement with the top edge of the pedestal 183. 
when the top surface of the top flange 234b remains in 
contact with the bottom surface of the lower press core 
20 £ fitted in the sintering mold, so that the sintering mold 
a1 is thereby supported with the lower press core s fit- 
ted therein and the amount of powder material filled 
therein. Then, the hydraulic cylinder 187 is operated to 
lower the press guide 185 and the upper plunger or 
25 press member 186 along the columns 182, so that the 
powder materia) filled into the sintering mold is pressed 
by the upper plunger 186 at a desired pressure and for 
a desired length of time. 

[0038] When the pressing operation has been 

30 done, the powder material in the sintering mold has 
been more or less compacted, so that the top surface of 
the resultant powder compact has been sunk from the 
initial level, i.e.. the level of the top surface £ of the sin- 
tering mold. This sinkage can be measured by detecting 

35 the relative vertical displacement of the bottom surface 
of the upper plunger 186 with respect to the top surface 
of the sintering mold. The detection may be achieved by 
using a. suitable sensor, such as a touch sensor. The 
sinkage produced by the pressing operation is much 

40 less than the thickness of any powder layer which may 
be possibly formed next in the sintering mold. There- 
fore, if another powder layer is to be formed on the layer 
of the powder compact the powder compact has to be 
displaced downward relative to the sintering mold in 

45 order to allow for the powder filling operation for the next 
powder layer (the sinkage produced by compaction of 
the powder compact plus the subsequent downward 
displacement of the pcwder compact relative to the sin- 
tering mold will be equal to the thickness of the next 

so powder layer). Thus, with the lower press core and the 
powder compact being kept pressed between the ped- 
estal 183 and the upper plunger 186, the lift cylinders 
188 are operated to extrude their piston rods 188a 
upward, with the result that the support members 190 

55 attached to the upper ends of the piston rods 188a 
come into engagement with the receiving plate 230 of 
the carrier 223 so as to Tift up the receiving plate 230. 
Simultaneously, the hydraulic cylinder 187 is operated 
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to lift up the upper plunger 1 86 at the same rate as the 
receiving plate 230, so that the powder compact is kept 
pressed. Further, at the same time, the lift motor 239 is 
operated in direction to lift up the receiving plate 230 
(the push-up member 234 is lifted up together with the 
receiving plate 230). The operations above continue 
until the receiving plate 230 of the carrier 233 is lifted up 
to reach the level at which the receiving plate 230 is 
maintained during conveyance of a sintering mold. 
When the level is reached, the upper plunger 186 and 
the push-up member 234 are now displaced downward 
relative to the sintering mold, with the powder compact 
being kept pressed therebetween, until the amount of 
the downward displacement of the push-up member 
234 reaches the desired amount (which depends on the 
selected amount of powder material to be filled for the 
next powder layer). In this manner, the powder compact 
is displaced downward relative to the sintering mold a1 . 
The amount of the downward displacement of the pow- 
der compact can be detected by measuring the dis- 
placement of the push-up member 234. In the case 
where the powder compact to be formed is a non-murti- 
layered powder compact so that only a single powder 
layer needs to be formed in the sintering mold (such a 
powder layer usually has a greater thickness than any 
powder layer in a multi-layered powder compact), the 
amount of the upward displacement of the tray and the 
sintering mold thereon is controlled such that the verti- 
cal position of the powder compact relative to the sinter- 
ing mold will be the most suitable position for the 
sintering operation subsequently performed. In order to 
perform another powder filling operation for the next 
powder layer following the powder filling and pressing 
operations for the previous powder layer, the push-up 
member 234 is displaced downward relative to the 
receiving plate 230 by the distance corresponding to the 
thickness of the next powder layer. (However, the push- 
up member 234 may be further lowered to the waiting 
position if the under press core need not be supported 
during the next powder filling operation.) Also, in the 
case where the powder compact to be formed is a mufti- 
layered powder compact so that a plurality of powder 
layers need to be formed in the sintering mold, following 
the powder filling and pressing operations for the last 
powder layer, the amount of the upward displacement of 
the tray and the sintering mold thereon is controlled 
such that the vertical position of the powder compact 
relative to the sintering mold will be the most suitable 
position for the sintering operation subsequently per- 
formed. It is noted that the fit of the upper plunger 1 86 in 
the bore of the sintering mold is a tight fit (in order to 
prevent escape of any powder which could otherwise 
occur through a clearance between the bore and the 
upper plunger 1 87), the upper plunger 1 86 tends to drag 
upward the sintering mold when lifted up for removal 
from the sintering mold. In order to prevent the drag of 
the sintering mold by the upper plunger 186, a damping 
mechanism (not shown) is provided on the press unit 18 



for clamping the sintering mold when the upper plunger 
1 86 is lifted up for removal from the sintering mold. 
[0039] With reference to Figs. 14 and 15, the take- 
out unit 20 serves to sequentially pick up from the car- 

s rier 223 trays with sintering molds having been sub- 
jected to the pressing operation in the press unit 18 and 
send them to the next process station. The sender unit 
20 comprises an elevator 200 having a construction 
similar to the elevator 120 of the sintering mold cfis- 

io penser unit 12; therefore, like parts and elements are 
designated by like reference numerals and not 
descrbed in detail for simplicity. A primary difference 
between the elevator 200 of the take-out unit 20 and the 
elevator 120 of the sintering mold dispenser unit 12 

15 resides in that the latter serves to sequentially lift down 
trays with sintering molds placed thereon (i.e., sintering- 
mold -and -trays) and dispense them onto the carrier 
233. while the former serves to sequentially pick up or 
take out sintering-mold-and-trays from the carrier 223 

20 and lift up them to a conveyor line. The take-out unit 20 
further comprises a first transfer mechanism 201 for 
transferring a sintering-mold-and-tray from the carrier 
233 to the elevator 200 and a second transfer mecha- 
nism 21 0 for transferring a sirrtering-mold-and-tray from 

25 the elevator 200 to the conveyor line for conveying them 
to the next process station. 

[0040] The first transfer mechanism 201 comprises: 
a pair of horizontal guide rails 203. which are disposed 
on opposite sides of the elevator 200 and fixedly 

30 mounted on an upright sub-frame 1 14 of the frame 1 1 
through brackets 202; a pair of slide heads 204 sup- 
ported and guided by the guide rails 203, respectively, 
for movement along the guide rails 203; and a hydraulic 
cylinder (serving as an actuator) 205, which is fixedly 

35 mounted on the bracket 202 to extend parallel to and 
along one of the guide rails 203 (the one disposed on 
the left-hand side as viewed in Fig. 1 5). The ends of the 
slider heads 204 (the right-hand ends as viewed in Fig. 
1 4) are interconnected through a pushing cross bar 206 

40 extending therebetween. The pushing cross bar 206 
serves to push a tray J (having a sintering mold placed 
thereon) in a horizontal direction toward a position at 
which the tray can be taken and lifted up by the elevator 
200. The hydraulic cylinder 205 has a piston rod 205a, 

45 which is connected at the tip end thereof to an end of 
that one of the slide heads 204 which is the nearer to 
. the hydraulic cylinder 205 than the other. Thus, recipro- 
cation movement of the piston rod 205a causes the cor- 
responding reciprocation movement of the slide heads 

so 204 between positions L1 and L2 (shown in Fig. 14). 
The first transfer mechanism 201 further comprises a 
pair lift cylinders (hydraulic cylinders serving as actua- 
tors) 207 disposed on opposite sides of the transporta- 
tion path of the carrier 223, for lifting up a tray J (having 

55 a sintering mold placed thereon) to the level for allowing 
the pushing cross bar 206 to push and move the tray J. 
The frame 11 includes a pair of horizontal beams 115 
(only one of them is shown in Fig. 14) mounted on the 
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pair of side members 112 of the frame 1.1. The first 
transfer mechanism 201 further comprises a plurality of 
feed rollers 208, 209 arranged in line (in horizontal 
direction in Fig. 14) and supported by the pair of hori- 
zontal beams 115 for rotation in a known manner. The 
feed rollers 208, 209 are capable of free rotation: when 
a tray J is pushed by the pushing cross bar 206, it is 
conveyed by means of the rollers 208, 209 to the posi- 
tion at which it can be picked up by the support bars 1 28 
of the elevator 200. 

[0041] The second transfer mechanism 210 com- 
prises a launcher cylinder (a hydraulic cylinder serving 
as an actuator) 211 for launching a lifted-up tray from 
the uppermost position in the elevator 200 onto the con- 
veyor line. In operation, when the carrier 223 carrying a 
tray has reached the take-out unit 20, the lift cylinder 
207 is operated to lift up the tray. Then, the hydraulic cyl- 
inder 205 is operated to move the pushing cross bar 26 
from the right to the left in Fig. 14, so that the tray is 
moved by the pushing cross bar 206 to the position at 
which the tray, having a sintering mold placed thereon, 
is loaded on the support bars 128 of the elevator 200. 
The tray thus loaded on the support bars 128 is lifted up 
by the elevator 200 to the uppermost position in the ele- 
vator 200, and then pushed out of the elevator 200 to 
the left in Fig. 14 and launched onto the conveyor line by 
the launcher cylinder 211. . 

[0042] Although not shown, there is provided near 
the location of the carrier 233 as indicated by imaginary 
lines in Fig. 14 a press core installer for fitting an upper 
press core m into the upper end portion of the bore b of 
a sintering mold, in which a f inished powder compact is 
housed. The press core installer may comprise, for 
example, an industrial robot, which is operative to pick 
up an upper press core m by gripping its upper end; 
bring the upper press core 04 to the position just above 
the sintering mold a1, which is at this point of time 
placed on the carrier 233 located at the position as indi- 
cated by imaginary lines in Fig. 14; and lift down the 
upper press core m to fit it into the bore h of the sintering 
mold a1 . Such an industrial robot is well known in the art 
and thus is not described in more detail here. 
[0043] An exemplified sequence of operations pro- 
vided by the apparatus 10 for loading powder material 
into a mold, constructed and arranged in accordance 
the first embodiment of the present invention will now be 
described in detail. 

[0044] Sintering molds a1 are individually placed on 
associated trays J during transportation through the 
apparatus 10. As described, the trays J have an open- 
ing H formed therein. When the sintering mold dis- 
penser unit 1 2 has dispensed onto the carrier 223 a tray 
J having a sintering molds a1 placed thereon, the car- 
rier 233 is operated to move sequentially to the selected 
ones of the powder filling mechanisms 14 in the order 
appropriate for forming the plurality of powder layers in 
the sintering mold. When the carrier 223 is moved to the 
first of the selected powder filling mechanisms (typically, 



the carrier 223 is moved first to the powder f flling mech- 
anism located at the position A or position K), it is 
stopped under that powder f flling mechanism and then 
positioned to the powder filling position of that mecha- 

5 hism with precision. Then, the. receiving plate 230 is 
lifted up to raise the sintering mold a1 with the tray J to 
a predetermined level, at which the upper end of the sin- 
tering mold a1 is received in the opening 141a of the 
support plate 141 of the powder filling mechanism. At 

10 the same time, the push-up member 234 is lifted up a 
predetermined distance relative to the receiving plate 
230 so as to raise the lower press core e to such a level 
that is appropriate for the filling of a desired amount of 
powder material into the sintering mold for the first pow- 

15 der layer. Then, the powder filling mechanism is oper- 
ated in the manner described above so that the desired 
amount of powder material is filled into the bore of the 
sintering mold a1. When the powder filling operation 
has been done, the sintering mold is transported by the 

20 carrier 223 to the pressing position of the press unit 18. 
which then serves to press at a desired pressure the 
amount of powder material in the sintering mold, so as 
to form a pre-compressed powder compact If another 
powder filling operation has to be carried out for the next 

25 powder layer to be formed in the sintering mold, either 
the sintering mold is displaced upward relative to the 
powder compact or the powder compact is displaced 
downward relative to the sintering mold while the pow- 
der compact is kept pressed, such that the vertical posi- 

30 tion of the powder compact within the sintering mold is 
adjusted to such a position that is appropriate for the fill- 
ing of a desired amount of powder material into the sin- 
tering mold for the next powder layer. Then, the press 
unit 18 releases the sintering mold a1, and the carrier 

35 223 transports the sintering mold a1 to the measuring 
position of the measure unit 16, at which the weight of 
the powder material in the sintering mold is measured in 
the manner described above. 

[0045] This sequence of operations is repeated for 

40 each of the powder layers to be formed in the sintering 
mold, in which different powder filling mechanisms 14 
are used for filling different powder materials into the 
sintering mold. The number of the total iterations of this 
sequence is equal to the number of the powder layers to 

45 be formed in the sintering mold. When the powder filling 
operation and the pressing or pre-compression opera- 
tion for the last powder layer have been done, the verti- 
cal position of the finished, multi-layered powder 
compact within the sintering mold is adjusted to the 

so position appropriate for this subsequent sintering proc- 
ess, by displacing the receiving plate 230 of the carrier 
223 upward relative to the powder compact while the 
powder compact is kept pressed or retained by the 
press unit 18. Thereafter, the sintering-mold-and-tray 

55 having undergone the sequence of operations above is 
picked up from the carrier 233 by the sender unit 20. 
[0046] Referring next to Figs. 16 to 20, we will 
describe an apparatus for loading powder material into 
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a mold, constructed and arranged in accordance with a , 
second embodiment of the present invention, together 
with an exemplified sequence of operations thereof car- 
ried out for loading powder materials into a sintering 
mold. Fig. 1 6 shows a schematic plan view of the auto- 
matic powder material loading apparatus 1 0A of the 
second embodiment The automatic powder material 
loading apparatus 10A has a plurality of powder filling 
mechanism mounted on a rotary table so that different 
powder materials may be filled into and pressed within a 
sintering mold while the sintering mold is held at one 
position. This is a primary difference off the apparatus 
10A from the that of the first embodiment described 
above. The automatic powder material loading appara- 
tus 1 0A comprises a conveyor system 22A for convey- 
ing sintering molds together with associated trays along 
a predefined conveyance path; and a horizontal rotary 
table 24A supported for rotation about a vertical axis 
and driven for indexing movement by means of an 
indexing drive mechanism of a known type (not shown). 
The rotary table 24A partially extends over the convey- 
ance path of the conveyor system 22A The automatic 
loading apparatus 10A further comprises a lift/support 
unit 25A provided at a position at which a part of the 
rotary table 24 A extends over the conveyor system 22A. 
for receiving a sintering mold from the conveyor system 
22A and lifting up and supporting the received sintering 
mold; and a press unit 26A disposed above the lift/sup- 
port unit 25A, for cooperating with the lift/support unit 
25A to press at a desired pressure the amount of pow- 
der material filled into the sintering mold. The automatic 
powder material loading apparatus 10A further com- 
prises a sintering mold dispenser unit (not shown) for 
dispensing sintering molds with associated trays onto 
the conveyor system 22A and a take-put unit (not 
shown) for picking up sintering molds with associated 
trays from the conveyor system 22A to send them to the 
next station, both of which are similar to those used in 
the first embodiment with apparent modifications 
effected thereto for meeting the requirements of the 
conveyor system 22A. 

[0047] With reference to Figs. 16 and 18, the con- 
veyor system 22A comprises a pair of horizontal guide 
rails 221 A for supporting and guiding a tray J carrying a 
sintering mold, in which the tray J is supported at its 
side edges (with respect to the conveyance direction). 
The conveyor system 22A further comprises a driving 
device 220A for driving trays J supported by the guide 
rails 221 A to move along the rails 221 A. The driving 
device 220A may be a conventional chain drive com- 
prising a pair of drive sprockets (not shown), a pair of 
idler sprockets (not shown) and a pair of endless chains 
222A wound round these sprockets and extending 
along the respective guide rails 221 A. Each endless 
chain 222A has a series of claws 223 A (Fig. 18) pro- 
vided therealong at constant intervals, for engaging with 
and pushing respective trays when the endless chain 
222 A is driven to circulate. The guide rails 221 A may be 



provided with a series of rollers at constant intervals for 
facilitating smooth movement of the trays. Also, the 
guide rails 221 A may be provided with a pair of sub-rails 
extending parallel to and above the guide rails for pre- 

5 venting trays from rising off the guide rails 221 A. 

[0048] With reference to Figs. 19 and 20, the pow- 
der filling mechanism 14A is similar in construction to 
the powder filling mechanism 14 used in the first 
embodiment, except for some differences that the pow- 

10 der filling mechanism 14A comprises a movable hopper 
which is movable on a horizontal support plate between 
position P (at which the support plate has no opening) 
and position Q (at which the support plate has an open- 
ing) and that each powder filling mechanism 1 4A does 

is not have its own hopper drive mechanism but a single 
hopper drive mechanism is used to drive any of the 
movable hoppers provided on the rotary table. In the fol- 
lowing description, only these differences are described 
in detail, while like elements are not described in detail. 

20 The rotary table 24A, which is supported for rotation 
about the vertical axis as described above, has a plural- 
ity of openings 241 A formed therein (Fig. 17) along its 
peripheral edge at constant angular intervals. The 
number of the openings 241 A is equal to the number of 

25 the powder filling mechanisms 14A provided for the 
apparatus; however. Fig. 1 6 shows only one of the pow- 
der filling mechanisms 14A with the associated one of 
the openings 241A. A support frame 148A extend over 
the rotary table 24 A. The hopper drive mechanism has 

30 an actuator comprising a hydraulic cylinder 149A with a 
piston rod 149a. The hydraulic cylinder 149A has a 
chuck of a known type attached to the tip end of the pis- 
ton rod 149a, for selectively gripping one of the movable 
hoppers 150 A. Each movable hopper 150 A includes a 

35 hopper body 151 A having an upright pin attached 
thereto, which is adapted to be gripped by the chuck of 
the hopper drive mechanism. When the rotary table 24A 
is indexed so as to bring a desired one of the powder fill- 
ing mechanisms 14A to the powder filling position, the 

40 hopper drive mechanjsm is Operated to grip the mova- 
ble hopper 150A of that powder filling mechanism 14A 
by the chuck and moves the movable hopper 1 50A from 
position P to position Q and then back to position P so 
as to carry out the powder filling operation. As 

45 described above, the rotary table 24A is driven for 
indexing movement by means of the indexing drive 
mechanism of a known type (not shown), so that the 
rotary table is indexed or rotated about the vertical axis 
at constant intervals or at a predetermined pitch, which 

so is equal to the pitch between adjacent two of the powder 
filling mechanisms 14A provided on the rotary table 
24A. 

[0049] With reference to Fig. 1 7, the lift/support unit 
25A comprises: a base plate 251 ; a plurality of vertical 
55 guide rods 252 A fixedly mounted on the base plate 251 ; 
a lift bed 253A guided by the vertical guide rods 252A 
and driven by a feed screw mechanism of a known type 
(not shown) for vertical displacement; a vertical screw 
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spindle 254A supported by the lift bed 253A and driven 
by a drive motor (an electric motor) 256A of a known 
type; and a lower plunger 255A guided by the lift bed 
253 A for vertical displacement The lower plunger 255 A 
is received in a center hole formed in the upper end of 5 
the lift bed 253A and is capable of projecting upward 
from the top surface of the lift bed 253 A. The lower 
plunger 255A has a vertical threaded hole extending 
therethrough, with which the vertical screw spindle 
254A is in thread engagement, so that by rotation of the w 
screw spindle 254A the lower plunger 255A is lifted 
up/down relative to the lift bed 253A. The lower plunger 
255A. when lifted up. enters in the opening 141 aA of the 
support plate 1 41 A of the powder filling mechanism 1 4A 
so as to push up the lower press core £ fitted in the sin- 75 
tering mold. The upper end of the lift bed 253A is capa- 
ble of engaging with the bottom of a tray so as to lift up 
the tray, 

[0050] The press unit 26A comprises a press cylin- 
der (an hydraulic cylinder) 261 A. which is disposed just 20 
above the lift/support unit 25A and supported by a suit- 
able support frame (not shown) and has a piston rod 
262A extending in vertical direction. The press unit 26 
further comprises ah upper plunger or press member 
263A attached to the tip end (i.e., the lower end) of the 25 
piston rod 262A. The upper plunger 263A of the press 
unit 26A and the lower plunger 255A of the lift/support 
unit 25A cooperate with each other to press the powder 
material in the sintering mold. 

[0051] The automatic powder material loading 30 
apparatus 14A of the second embodiment operates as 
follows. When a sintering mold placed on a tray J has 
been conveyed to the powder f illing position, the lift bed 
253A of the lift/support unit 25A is lifted up to raise the 
tray J to a level at which the upper end of the sintering 35 
mold a1 is received in the opening 141aA of the support 
plate 141 A and the top surface of the support plate 
1 41 A becomes level with the top surface of the sintering 
mold a1 . Then, the lower plunger 255A is lifted up to dis- 
place upward the lower press core £ fitted in the bore b 40 
of the sintering mold a1 , until the distance (Or depth) of 
the top surface of the lower press core £ from the top 
surface of the sintering mold is reduced to a desired dis- 
tance (or desired depth), which corresponds to the 
thickness of the first layer of powder to be filled into the 45 
mold. Then, the selected one of the powder filling mech- 
anisms 14A is operated to carry out the powder filling 
operation for the first powder layer. When the powder 
filling operation has been done, the press cylinder 261 A 
of the press unit 26A is operated to lower the upper so 
plunger or press member 263A to press at a desired 
pressure the amount of powder material in the sintering 
mold, so as to form a powder compact of the first pow- 
der layer. Then, the upper and lower plungers or press 
member 263A and 255A are displaced downward while 55 
keeping the powder compact of the f irst layer in the sin- 
tering mold pressed therebetween, until the thickness of 
the space defined within the sintering mold and above 



the powder compact of the first powder layer is 
increased to reach a desired thickness (which corre- 
sponds to the thickness of the second layer of powder 
material to be filled next). Then, the upper plunger is 
lifted up to leave the sintering mold. The rotary table is 
then indexed to bring the powder filling mechanism 14A 
that stores the powder material for the second powder 
layer to the powder filling position, in order to allow that 
powder filling mechanism 14A to carry out the powder 
filling operation for the second powder layer. Thereafter, 
the sequence of operations described above is 
repeated for each of the powder layers to be formed in 
the sintering mold one on another. In this manner, a 
multi-layered powder compact is finished while the sin- 
tering mold is held at the powder filling position during 
the whole sequence of the powder filling operations. 
When the powder compact is finished, the upper and 
lower plungers 263A and 255A are lowered while keep- 
ing the finished powder compact in the sintering mold 
pressed therebetween, until the multi-layered powder 
compact is brought to a desired vertical position relative 
to the sintering mold. The whole sequence of operations 
for loading powder in the sintering mold is completed at 
this point of time. It is noted that the upper plunger 263A 
is fitted tight in the bore of the sintering mold in order to 
prevent escape of any powder from the sintering mold (if 
there were clearance between the outer surface of the 
upper plunger and the inner surface of the bore of the 
mold, some of the powder could possibly escape 
through the clearance), so that the upper plunger tends 
to pull up the sintering mold when lifted up. In order to 
prevent the sintering mold from being lifted up thereby, 
a clamp (not shown) is provided to grip the sintering 
mold to retain it at the powder filling position. 
[0052] Referring next to Figs. 21 to 25, we will 
describe an apparatus 10B for automatically loading 
powder material into a mold, constructed and arranged 
in accordance with a third embodiment of the present 
invention. The loading apparatus 10B comprises a 
rotary table, a plurality of powder filling mechanisms 
and a press unit, all of which have the same construc- 
tion and function as those used in the second embodi- 
ment and thus are not described in detail. The 
automatic powder material loading apparatus 10B fur- 
ther comprises a conveyor system 22B. The conveyor 
system 22B comprises a pair of horizontal guide rails 
221 B and a carrier 223B guided by and capable of run- 
ning along the guide rails 221 B. The carrier 223B com- 
prises a horizontal, rectangular, movable base plate 
224B and a plurality of linear bearings 225B mounted 
on the movable base plate 224B. The linear bearings. 
225B are guided and supported by the guide rails 221 B 
for sliding movement therealong. The movable base 
plate 224B has a plurality of (five, in this embodiment) 
openings 226aB formed therein. The movable base 
plate 224B also has four small holes for each opening 
226aB, arranged around the associated opening 226aB 
along a circle at intervals of ninety degrees. The carrier 
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223B is driven to move along the guide rails 221 B by 
means of a drive mechanism comprising a screw spin- 
dle 222B extending along one of the guide rails 221 B 
and a nut 227B mounted on the carrier 223B and in 
thread engagement with the screw spindle 222B. The 
screw spindle 222B is supported by bearings of a 
known type for rotation and is driven by an electric 
motor. 

10053] The movable base plate 224B has five stop 
mechanisms 270B one for each of the five openings 
226aB, for limiting upward displacement of a sintering 
mold aV placed on the movable base plate 224B. Each 
stop mechanism 270B comprises: a pair of support 
blocks 271 B provided on opposite sides of the opening 
225B and fixedly mounted on the base plate 224B; a 
pair of engagement pins 272B each provided on the top 
of the associated one of the support blocks 271 B and 
having a stem and a flat, enlarged head; and a stop 
member 273B capable of placement on and attachment 
to the tops of the support blocks 271 B. The stop mem- 
ber 273B has a central opening 274B for receiving the 
upper portion of a sintering mold al' and a pair of 
recesses 275B for receiving the stems of the engage- 
ment pins 272B. The stop mechanism 270B is adapted 
for manual setting. After a sintering mold al ' is placed in 
position on the movable base plate, the stop member 
273B is placed on the tops of the support blocks 271 B 
as shown by imaginary lines in Fig. 22, and then rotated 
in clockwise direction as viewed in Fig. 22 so that the 
stems of the engagement pins 272B are received in the 
recesses 275B. In this manner, setting of the stop 
mechanism 270B is completed. This setting may be 
manually performed. 

[0054] With reference to Fig. 25, the lift/support unit 
25B used in the powder material loading apparatus 10B 
of the third embodiment comprises: a Tift plate 253 B 
guided by vertical guide rods (not shown) for vertical 
displacement and a lift cylinder (a hydraulic cylinder 
serving as an actuator) 252B for lifting up/down the lift 
plate 253B. An electric drive motor 256B is supported 
by the lift plate 253B through guide members (not 
shown) tor guiding the drive motor 256B for vertical dis- 
placement relative to the lift plate 256B. The drive motor 
256B has a vertical output shaft to which a vertical 
screw spindle 254B is fixedly connected. The lift plate 
253B s has a nut 259B fixedly mounted thereon, which is 
in thread engagement with the screw spindle 254B. A 
lower plunger or press member 255B is attached to the 
upper end of the screw spindle 254B. The lift plate 253B 
further has a plurality of (four, in this embodiment, of 
which only two are shown in Fig. 25) vertical push rods 
257B fixedly connected thereto at their lower ends. The 
push rods 257B extend through respective holds 226bB 
formed in the movable base plate 224B and serve to 
push up the bottom of a rectangular tray J (having a sin- 
tering mold placed thereon) at its four corners. 
[0055] The liftfsupport unit 25B used in the powder 
material loading apparatus 10B of third embodiment 



operates as follows. When a sintering mold aV is trans- 
ported by the carrier 223B to the powder filling position, 
the lift cylinder 252B is operated to Tift up the lift plate 
. 224B, so that the push rods 257B connected to the lift 

5 plate 224B push up the tray J to raise the sintering mold 
a1 ' placed on the tray J. the upper portion of the sinter- 
ing mold aV thereby enters in the opening 144B of the 
support plate 1 41 B of the powder f flling mechanism 1 4B 
and the top surface of the sintering mold becomes level 

io with the top surface of the support plate 141 B, when a 
shoulder of the sintering mold a1 ' formed on the outer 
side surface thereof comes into engagement with the 
edge of the opening 274B of the stop member 273B so 
that the upward displacement of the sintering mold is 

is stopped. Then, the drive motor 256 is operated to lift up 
the lower plunger 255B to displace upward the lower 
press core fitted in the sintering mold, until the distance 
(or depth) of the top surface of the lower press core from 
the top surface of the sintering mold becomes a desired 

20 distance (or desired depth), which corresponds to the 
thickness of the first layer of powder material to be filled 
into the sintering mold. The subsequent operations are 
the same as those of the second embodiment 
described above, and thus not described for avoiding 

2s redundancy. In this embodiment, the movable base 
plate can bear only a limited (five, in this embodiment) 
sintering molds, so that after the last of the five sintering 
molds has been loaded with powder material(s), the 
movable base plate 224B is moved to the rightmost 

30 position as viewed in Fig. 21 and the sintering molds in 
which the powder is loaded are taken out from the mov- 
able base plate. Then the movable table is returned 
back to the leftmost position as viewed in Fig. 21 , where 
new sintering molds are placed thereon, and the next 

35 sequence of operations for loading powder material (s) 
into the new sintering molds is repeated. 
[0056] In the above description, we have described 
exemplified sequences of operations carried out by the 
apparatus of several embodiments, which is specifically 

40 intended for loading powder material into a sintering 
mold which is used not only for forming a powder com- 
pact therein but also for. retaining the powder compact 
therein during subsequent sintering process; however, 
the present invention may be also used for loading pqw- 

45 der material into a powder-compact-fbrming mold which 
is used only for forming a powder compact therein while 
the powder compact thus formed is subjected to sinter- 
ing process after removed from the mold. The disclosed 
methods and apparatus may be used for such powder 

so material loading operations as well. 

[0057] As clearly understood from the above, the 
following advantages may be provided by the present 
invention. 

55 (1) A sequence of operations for loading powder 
material into a mold may be automated, so that 
loading of powder material into a mold may be car- 
ried out with high efficiency and at low cost. 
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(2) A powder compact in the form of multi-layers 
may be formed to have a highly uniform thickness 
even if the layer has a relatively wide surface area, 
unlike a powder layer formed by a manual powder 
material loading operation. 

(3) A continuous fabrication process for obtaining 
sintered products may be realized by virtue of the 
automation of a sequence of operations for loading 
powder material into a mold. 

(4) A multi-layered powder compact may be fabri- 
cated with precision and in an automated manner. 

(5) High-quality sintered products may be obtained 
because of a highly uniform thickness of a layer of 
powder material filled in a sintering mold and sub- 
sequently pressed in the sintering mold. 

[0058] . Having described the present invention with 
reference to the preferred embodiments thereof, it is to 
be understood that the present invention is not limited to 
the disclosed embodiments, but may be embodied in 
various other forms without departing from the spirit and 
the scope of the present invention as defined by the 
appended claims. 

Claims 

1. A method of automatically loading a desired 
amount of powder material into a tubular mold hav- 
ing a bore extending therethrough, said method 
comprising the steps of : 

providing said mold with a lower press core fit- 
ted in a lower end of said bore; 
bringing said mold with said lower press core 
fitted therein to a powder filling position; 
filling an amount of powder material into said 
mold and stricWing off any excessive amount of 
powder material to the level of a top surface of 
said mold; and 

pressing at a desired pressure the amount of 
powder material in said mold to form a powder 
compact. 

2. The method according to claim 1, wherein said 
moid comprises a sintering mold and said lower 
press core has a top surface, and wherein the 
method further comprises the steps of: 

determining the depth of said top surface of 
said lower press core from said top surface of 
said sintering mold; 

displacing said powder compact with said 
lower press core relative to said sintering mold 
so as to bring said powder compact to a 
desired position in said sintering mold; and 
fitting an upper press core into said bore of said 
sintering mold above said powder compact. 



3. The method according to claim 1, wherein said 
mold comprises a powder-compact-forming mold 
and said lower press core has a top surface, and 
wherein the method further comprises the step of: 

5 

determining the depth of said top surface of 
said lower press core from said top surface of 
said powder-compact-forming mold; and 
* displacing said powder compact with said 
io lower press core relative to said powder-com- 

pact-forming mold so as to remove said powder 
compact and said lower press core from said 
powder-compact-forming mold. 

15 4. The method according to any of claims 1 to 3, fur- 
ther comprising the steps of: 

repeating said filling/strickling step a number of 
times so as to form in said mold a multi-layered 

20 powder compact comprising layers of different 

powder materials, which differ from one 
another in at least one of properties including 
component(s) of powder material, percentages 
of components, particle size and particle 

25 shape; and 

repeating said pressing step subsequent to 
every repetition of said f illing/stricWing step. 

5. The method according to any of claims 1 to 3, fur- 
30 ther comprising the steps of: 

repeating said filling/strickling step a number of 
times so as to form in said mold a multi-layered 
powder compact comprising layers off different 
35 powder materials, which differ from one 

another in at least one of properties including 
components) of powder material, percentages 
of components, particle size and particle 
shape; and 

40 repeating said pressing step subsequent to 

every two or more repetitions of said fill- 
ing/strickling step. 

6. The method according to either claim 4 or 5, 
45 wherein said different powder materials are stored 

in individual hoppers, wherein said powder filling 
position is defined at a single position common to 
all of said hoppers, and wherein said method fur- 
ther comprises the step of: 

50 

bringing said hoppers sequentially to said sin- 
gle powder filling position. 

7. The method according to either claim 4 or 5, 
55 wherein said different powder materials are stored 

in individual hoppers, wherein said powder filling 
position is defined at a number of positions one for 
each of said hoppers, and wherein said method fur- 
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ther comprises the step of : 

bringing said mold sequentially to said number 
of powder filling positions in the order appropri- 
ate for forming said plurality of layers in said 
mold: 

8. The method according to any of claims 1 to 7, fur- 
ther comprising the step of: 

measuring the weight of the amount of powder 
material filled into said mold after said fill- 
ing/stricWing step is performed. 

9. An apparatus for automatically loading a desired 
amount of powder material into a tubular mold hav- 
ing a bore extending therethrough, said apparatus 
comprising: 

a mold conveyor system for supporting and 
conveying said mold with a lower press core fit- 
ted in said bore; 

a powder filling mechanism for filling an amount 
of powder material into said mold, said powder 
filling mechanism being located at a powder fill- 
ing position defined along a transportation path 
of said mold conveyed by said mold conveyor 
system; and 

a press unit for pressing at a desired pressure 
the amount of powder material in said mold to 
form a powder compact 



a guide rail extending to cover a predeter- 
mined range; and 

a carrier movable along said guide rail and 
capable of supporting for vertical displace- 
ment said mold with said lower press core 
fitted in said bore; 

b) said powder filling mechanism comprises: 

a hopper located above a transportation 
path of said carrier and adapted to store an 
amount of powder material therein; and 
a strickle mechanism for stricWing off any 
excessive amount of powder material, 
being filled into said mold from said hop- 
per, to the level of a top surface of said 
mold; and 

c) said press unit comprises: 
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10. An apparatus for automatically loading a desired 
amount of powder material into a mold according to 
claim 9, wherein: 35 

a) said mold conveyor system comprises: 



a lower plunger for pressing upward said 
lower press core fitted in said mold; and 
an upper plunger for pressing downward 
the amount of powder material in said 
mold. 

11. An apparatus for automatically loading a desired 
amount of powder material into a mold according to 
claim 10. wherein: 

a plurality of said powder filling mechanisms 
are provided, in which different powder materi- 
als are stored, respectively, differing from one 
another in at least one of properties including 
components) of powder material, percentages 
of components, particle size and particle 
shape, wherein said plurality of powder filling 
mechanisms are arranged in line along said 
transportation path of said carrier. 

12. An apparatus for automatically loading a desired 
amount of powder material into a mold according to 
either claim 1 0 or 1 1 , wherein: 

said hopper is movable relative to said mold as 
held at said powder filling position and movable 
on a plane of said top surface of said mold as 
held at said powder filling position; and 
said hopper forms a part of said strickle mech- 
anism. 

13. An apparatus for automatically loading a desired 
amount of powder material into a mold according to 
any of claims 10 to 12, wherein: 

said carrier comprises: 



a movable base; 

a receiving plate for supporting said mold, 
40 said receiving plate being supported by 

said movable base for vertical displace- 
ment relative to said movable base; 
a push-up member for displacing said 
lower press core fitted in said bore of said 
45 mold when said mold is supported by said 

receiving plate, said push-up member 
being supported by said receiving plate for 
vertical displacement relative to said 
receiving plate; and 
so a drive unit for driving said push-up mem- 

ber to make displacement. 

14. An apparatus for automatically loading a desired 
amount of powder material into a mold according to 
55 any of claims 9 to 13. further comprising: 

a measure unit for measuring the weight of said 
sintering mold with the amount of powder 
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material filled into said mold, so as to measure 
the weight of the amount of powder material 
filled into said mold. 

15. An apparatus for automatically loading a desired s 
amount of powder material into a mold according to 
claim 9, wherein said powder filling mechanism has 

a single powder filling position, and wherein: 

a) said powder filling mechanism comprises: 10 

at least one hopper movable to and from 
said single powder filling position and 
adapted to store an amount of powder 
material therein; and is 
a stricWe mechanism for stricWing off any 
excessive amount of powder material, 
being filled into said mold from said hop- 
per, to the level of said top surface of said 
mold; and 20 

b) said press unit comprises: 

a lower press member located at said pow- 
der filling position, for pressing upward 25 
said lower press core fitted in said mold; 
and 

an upper press member for pressing down- 
ward the amount of powder material in said 
mold. 30 

16. An apparatus for automatically loading a desired 
amount of powder material into a mold according to 
.claim 15, wherein: 

35 

said mold conveyor system comprises: 
a guide rail; 

a movable base guided by said guide rail 
for movement along said guide rail and 40 
having a number of holes formed therein 
and arranged in line, each of said holes 
being adapted to be aligned with said bore 
of said mold; 

a stop member attached to said movable 45 
base, for limiting upward displacement of 
said mold; and 

a drive unit for driving said movable base 
to move along said guide rail in both direc- 
tions, whereby said movable base is capa- so 
ble of carrying the same number of said 
mold as that of said holes at one time. 

17. An apparatus for automatically loading a desired 
amount of powder material into a mold according to ss 
either claim 15 or 16, wherein: 

said powder filling mechanism further com- 



prises a rotary table capable of indexing move- 
ment; 

said hopper is movable relative to said mold 
held at said powder filling position and movable 
on a plane of said top surface of said mold held 
at said powder filling position; 
said hopper forms a part of said strickle mech- 
anism; 

said at least one hopper comprises a plurality 
of hoppers provided on said rotary table at cir- 
cumferentially spaced positions with respect to 
the axis of said rotary table, said plurality of 
hoppers being capable of individual movement; 
and 

different powder materials are stored in said 
plurality of hoppers, respectively, differing from 
one ianother in at least one of properties includ- 
ing component(s) of powder material, percent- 
ages of components, particle size and particle 
shape. 

18. A powder filling mechanism for filling powder mate- 
rial into a mold which has a bore opening at a top 
end thereof, said mechanism comprising: 

a support plate having a top surface and a hole 
for receiving said upper end of said mold, 
wherein said upper end of said mold may be fit- 
ted in said hole without any substantial clear- 
ance therebetween and with said top surface of 
said support plate and a top surface of said 
mold being substantially flush with each other; 
a hopper having a bottom surface and so dis- 
posed as to be movable on said top surface of 
said support plate with said bottom surface 
being in contact with said top surface of said 
support plate, said hopper having an amount of 
powder material stored therein; and 
said hopper having a bottom opening for dis- 
pensing powder material, which opens at said 
bottom surface and has a size equal to or 
greater than that of a top opening of said bore 
of said mold, wherein said hopper is movable 
on said top surface of said support plate and 
across said top surface of said mold. 

19. A powder filling mechanism according to claim 19. 
wherein: 

said hopper is movable between a first position 
at which said bottom opening of said hopper is 
closed by said support plate and a second 
position at which said bottom opening of said 
hopper is in alignment with said hole in said 
support plate, whereby powder filling is com- 
pleted by a pair of strokes of said hopper from 
said first position to said second position and 
then back to said first position. 20. A powder 
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filling mechanism according to claim 19, 
wherein: 

said hopper is movable along a straight path 
between first and third positions at which said 
bottom opening of said hopper is closed by s 
said support plate, wherein said hopper passes 
by a second position during a stroke between 
said first and third positions, at which said bot- 
tom opening of said hopper is in alignment with 
said hole in said support plate, whereby pow- io 
der filling is completed by a single stroke of 
said hopper from one of said first and third 
positions to the other. 
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(§) Maschine zum Wiegen und Kaltpressen von Diamantpulver 

® Drehtellermaschlne zur automatischen Herstellung von 
kaftverpre&ten, leicht handhabbaren Blocken oder Barren 
aus Diamantpulver. Die Maschine beinhaltej erne Vielzahl 
von identfschen Formen oder Formanordnungen, die am 
Umfang eines Drehtellers angeordnet sind und schrittweise 
unterhalb einer entsprechende Anzahl von Arbeitsstatipnen 
gedreht warden konnen, von denen jede eine bestimmte 
Aufgabe ausfuhren kann. Jede Form wird dabei mit Pulver 
be la den, die Pulveroberflachen werden niveliiert, das Pulver 
wird verpreBt, der erzeugte Block wird ausgeworfen und die 
Form wird gereinigt. Die Maschine arbeitet in einem kontinu- 
ierlichen Zyldus und verfugt iiber einen sertlichen Offnungs- 
mechanismus zur einfachen Abgabe der hergestellten Bldk- 
ke. 
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Beschreibung 

Die Erfindung bezieht sich auf eine Maschine zum 
Pressen, insbesondere zum Abwiegen und Kaltpressen 
einer Mischung von metallischen Diamantpulvern. 

Beim Schneiden von Steinen mit Hilfe von Diamant- 
werkzeugen wird in groBem Umfang von Diamantspit- 
zen verschiedener Ausformung und Abmessung Ge- 
brauch gemacht, die durch das Sintern von metallischen 
Diamantpulvern erhalten werden. 

Das Sintern dieser Spitzen wird durchgefQhrt, nach- 
dem eine spezielle Mischung von Metallpulvern, abge- 
wogen und mit Diamantkristallen vermischt, in eine von 
geeignet geformten Formen eingegeben wird; dabei 
wird die Form Drucken und Hitze wahrend eines Ar- 
beitszyklus unterworfen. Um die Handhabung dieser 
Pulver zu vereinfachen und das Beladen der Sinterfor- 
men einfacher zu gestalten, wurde vor kurzera eine 
Technik entwickelt, die darin besteht, daB automatisch 
arbeitende Maschinen eingesetzt werden, um jede der 
verwende ten Mengen von Pulvern abzuwiegen und mit- 
tels eines KaltpreBzyklus zu verdichten, die in der Sin- 
terform verarbeitet werden sollen. In der Tat kann man 
mit dieser Technik kleine Blocke oder Barren erhalten, 
die normalerweise die Form eines Parallelepipeds ha- 
ben und leicht handhabbar sind. 

Diese Maschinen beinhalten im wesentlichen eine 
Wiegestation mit einem Beschickungstrichter, mit einer 
automatischen Wiegeeinheit und einer PreBstation, die 
mit geeigneten Formen ausgerQstet ist Ein automati- 
scher Wagen mit einer Abgabeoffnung kann zwischen 
den beiden Stationen verfahren werden und eine abge- 
wogene Menge von Pulvern von der Wiegestation ent- 
nehmen und diese in die Form innerhalb der PreBstation 
einfOllen. 

Aufwendigere AusfOhrungen sehen vor, daB ein 
Block oder Barren aus mehreren Schichten (Multilayer) 
verschiedener v Pulverarten hergestellt wird; in diesem 
Fall sind mehrere Wiegestationen nebeneinander ange- 
ordnet und werden vom gleichen Transportwagen be- 
dient, der dann von jeder einzelnen Wiegestation dieje- 
nige Menge an Pulver entnimmt, die no tig ist, um eine 
dieser Schichten zu erhalten. 

Die zur Zeit auf dem Markt erhaltliche Maschine be- 
inhaltet eine PreBstation mit einer einzigen Form in 
einer vorgegebenen Position und hat folglich den Nach- 
teil, dafl nur eine niedrige Produktionsgeschwindigkeit 
mdglich ist, da die PreBstation jeweils so lange warten 
muB, bis d^e Pulver entsprechend vorbereitet sind, be- 
vor eine einzige Spitze gepreBt werden kann. 

Ein anderer schwerer Nachteil dieser Art von Ma- 
schinen besteht darin, daB die Wiegeeinheit innerhalb 
der Wiegestation nur eine maBige Wiegegenauigkeit 
besitzt. Dies liegt daran, daB es sehr schwierig ist Pulver 
abzuwiegen, die aufgrund ihrer Beschaffenheit in stati- 
stischer Art und Weise verklumpen konnen und dem- 
entsprechend auch Klumpen oder Krumel bilden, deren 
Gesamtgewicht nicht vernachlassigbar ist Wenn nam- 
lich das Gewicht des abzumessenden Pulvers nahe bei 
dem vorgegebenen Sollwert liegt, kommt es oft vor, 
daB, auch wenn der Wiegevorgang elektrohisch gesteu- 
ert das Verfahren verlangsamt, es nicht verhindert wer- 
den kann, daB einer oder mehrerer solcher Verklum- 
pungen noch aus dem Beschickungstrichter herausfallt, 
wodurch die Gefahr besteht, daB damit das gewunschte 
Gewicht Qberschritten wird. Es soil hierbei betont wer- 
den, dafl die mangelhafte VerlaBlichkeit und Reprodu- 
zierbarkeit eines vorgegebenen Pulvergewichts oder 
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vorgegebener Pulvermenge, die dann tatsScWich im 
Transportwagen Iandet, nicht auf die Ungenauigkeit der 
elektronischen Wlegeeinheiten zuruckzufuhren ist, son- 
dern auf die physikalischen Eigenheiten der Pulver, ins- 
5 besondere das Vorhandensein solcher Verklumpungen 
verschiedener AusmaBe und verschiedener statistischer 
Verteilung zuruckgeht und folglich sehr schwer be- 
herrschbar ist 

Ein weiterer Nachteil ist darin zu sehen, daB der 

10 Transportwagen die Pulver ungeordnet in dem Sinn in 
die Mulde einschflttet, als eine imgleiche Hdhenvertei- 
lung innerhalb der Mulde sich ergibt, woraus eine un- 
gleichmaBige Harte des verpreBten Blocks resultiert; 
diese schwankende Harteverteilung bleibt sogar nach 

15 dem nachfolgenden Sinterverfahren zumindest teilwei- 
se erhalten. 

Das Hauptziel der vorliegenden Erfindung besteht 
darin, eine Hochleistungsmaschine zu schaffen, deren 
Produktivitat bis zu 5- mal hdher liegt als diejenige, die 
20 mit den zur Zeit erhaltlichen Maschinen erreichbar ist, 
und dies trotzdem zu einem vernunftigen Pre is zu er- 
mdglichen. 

Eine weitere Zielsetzung der vorliegenden Erfindung 
besteht darin, einen genauen Abwiegevorgang fur eine 

25 bestimmte Pulvermenge zu erzielen, die in einem Block 
enthalten sein soli und diese Pulvermenge in den Innen- 
raum der Form mit geschlossenen Seitenwanden einzu- 
fiihren, wobei die Wiegegenauigkeit unabhangig von 
Schmiermittelzusatzen sein soil, die normalerweise den 

30 Pulvern zugesetzt sind. 

Eine weitere Aufgabe der Erfindung besteht darin, die 
in die Form eingefuilten Pulver gleichmaBig zu vertei- 
len, um damit eine gleichmaBige Harteverteilung inner- 
halb jedes gepreBten Blocks zu erreichen. 

35 Diese Zielsetzungen und vieie andere werden mit ei- 
ner automatischen Hochleistungsmaschine erreicht, wie 
sie im folgenden beschrieben ist 

Insbesondere werden diese Ziele erreicht mit einer 
automatischen Maschine zum Abwiegen und Kaltpres- 

40 sen von Diamantpulvern, die gemaB dem kennzeichnen- 
denTeil des Patentanspruchs 1 ausgebildet ist 

Weitere vorteilhafte Ausgestaltungen der erfindungs- 
gemaBen Losung sind den UnteransprQchen zu entneh- 
men. 

45 Die Erfindung wird nun anhand eines bevorzugten 
Ausfuhrungsbeispiels anhand von Zeichnungen n&her 
erlautert; es zeigen: 

Fig. 1 eine schematische Darstellung einer KaltpreB- 
maschine nach dem Stand der Technik; 
50 Fig. 2 eine schematische Aufsicht der KaltpreBma- 
schine nach der Erfindung; 

Fig. 3 eine Seitenansicht der Maschine in der Ebene 
A-AderFlg.2; 

F1g.4A und 4B eine schematische Aufsicht auf die 
55 Formanordnung in offener und geschlossener Position; 
Fig. 5 eine Aufsicht auf eine alternative Ausfuhrungs- 
form der Formanordnung; 

Fig. 6 eine schematische Darstellung der Wiegesta- 
tion, wie sie bei der erfindungsgemaBen Maschine ein- 
60 gesetzt wird, 

Fig. 7 eine schematische Darstellung der Pulvernivel- 
lierungsstation in der erfindungsgemaBen Maschine; 

Fig. 8 eine schematische Darstellung des Ablaufs ei- 
nes PreBvorganges eines Blocks, beginnend mit der Ein- 
65 fflllung des Pulvers; 

Fig. 9 eine Seitenansicht, teilweise geschnitten, der 
PulveremfQllvorrichtung f Ur die Wiegesysteme, und 
Fig. 10 eine Seitenansicht, teilweise geschnitten, der 
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PulverpreBstation. 

Fig. 1 zeigt schematisch die Arbeitsweise einer fur 
den Stand der Technik typischen Maschine, mit zwei 
Wiegestationen und einer PreBstation. 

Ein Beschickungstrichter 7 nimmt das vorgemischte 5 
Pulver 8 der ersten Station auf, im zweiten Beschik- 
kungstrichter 9 befindet sich das Pulver 10 der zweiten 
Station, ein Fdrderwagen 5 (shuttle) kann auf einer hori- 
zontalen Bahn oder Schiene 6 verfahren werden und ist 
mit einer automatischen Abgabedffnung 17 ausgerfistet to 
Ferner ist eine Vibratoreinheit 19 und eine Offnungs- 
klappe 18 dort vorgesehen. Ferner sind dargestellt eine 
Formanordnung 15, ein unterer Druckkolben 12, ein 
oberer Druckkolben 11, ein unterer Zylinder 14, ein 
oberer Zylinder 13 und eine saulenahriliche Struktur 16 15 
der PreBstation. Die genanhten drei Stationen sind auf 
demselben Rahmen 4 bef estigt 

Fig. 2 zeigt eine Aufsicht auf die erfindungsgemaBe 
Maschine; auf einem Drehtellerrahmen 20 befinden sich 
acht Formanordnungen 21, die untereinander jeweils 20 
urn einen Winkel (5 versetzt angeordnet sind Der Rah- 
men 20 wird schrittweise verdreht, wodurch die Formen 
21 jeweils unterhalb der acht verschiedenen Stationen 
zu liegen kommen, die mit rdmischen Zahlen I^VIII 
bezeichnet sind 25 

GemaB der in Fig. 2 dargestellten Konfiguration be- 
findet sich innerhalb der Station I eine Metallpulverwie- 
geeinheit 22 zum Abwiegen der MetaUpulvermischung, 
die die Grundlage des zu erzeugenden Blocks bildet 
Innerhalb der Station II befindet sich eine leichte PreB- 30 
einheit 23 zur Vorpressung des in Station I abgegebe- 
nen Pulvers, Station III beinhaltet eine Wiegeeinheit 24 
zum Abwiegen des Diamantpulvers, besteherid aus ei- 
ner Grobwiegeeinheit 25 und einer Feinwiegeeinheit 26, 
innerhalb der Station IV ist eine Pulvernivellierungsein- 35 
heit 27 fur die kurz vorher in die Formen von der Station 
24 eingefullten Pulver vorgesehen, innerhalb der Station 
V befindet sich eine schwere PreBeinheit 28, innerhalb 
der Station VI ist eine Auswurfeinheit 29 fur die ver- 
preBten Blocke vorgesehen, in der ihrerseits sich eine 40 
Ausgaberinne 30 befindet; die Station VII beinhaltet 
eine Reinigungseinheit 31, die fiber ein Absaugsystem 
32 verffigt, und innerhalb der Station VIII ist eine Servi- 
ceeinheit 33 vorgesehen, fur Warnings- und Reparatur- 
zwecke. 45 

Fig. 3 zeigt in einer Ansicht einen Teilschnitt der Ma- 
schine in der Ebene A- A der Fig. 2. Man erkennt die 
Wiegeeinheit 22, deren Rahmen 45 den Drehtelier 20 fQr 
die Formen, den ortsfesten inneren Rahmen 34, ein La- 
ger 35 f(ir den Drehtelier, ein Zahnrad 36, eine Tragplat- 50 
te 39, das seitliche Gehause 40 der Formen und den 
unteren Kolben 41. Ebenso sind dargestellt eine PreB- 
einheit 28, in deren Inneren sich der obere Zylinder 43 
befindet, der untere Kolben 32, der Rahmen 45, der 
untere Zylinder 44, ein Ritzel 37, ein Motor 38 und ein 55 
AusgleichsfuB 46. 

Fig. 4A zeigt die Form in ihrem geoffneten Zustand; 
es soil besonders hingewiesen werden auf die beiden 
separaten Formkdrper 47 und 48 sowie die Platten 51, 
52, 53 und 54, und die Seitenwandungen 49, 50, die je- 60 
weils mit den Oberfiachen 57 und 58 des Formkorpers 
48 verschraubt sind Man beachte den Winkel zwischen 
der Achse 59, die radial auf dem Drehtelier yerlauft, und 
dem Innenraum, wie er von den Innenwandungen 63 
und 64 definiert wird, in dem die Pulver verpreBt wer- 6 5 
den. Es ist hierbei wichtig festzustelien, daB eine radiale 
Bewegung (Pfeii 60) in zwei Bewegungskomponenten 
(61 , 62) zerlegt werden kann, die parallel zu den Innen- 



fiacheh 63 und 64 der Platten 53 und 54 verlauf en. 

Fig. 4B zeigt die gieiche Formanordnung in geschlos- 
senem Zustand, wenn eine Kraft F in der Achse 59 ein- 
wirkt Diese Kraft F erzeugt sowohl eine Langskompo- 
nente 67, die den Kontakt 68 zwischen den Platten 51 
und 54 herstellt, als auch eine Querkomponente 66, die 
den Kontakt 6& zwischen den Platten 52 und 53 bewirkt 

Fig. 5 zeigt eine ieicht abgeanderte Variante einer 
Formanordnung (im Vergleich zur Fig. 4 ist oben und 
unten vertauschtX mit Halteplatten 75 und 76 und Mon- 
tageklammern 74 und 77 der Platten 54 und 53. Ebenso 
dargestellt sind Schrauben 70 und 72 zur Montage der, 
Platten 51 und 52 im Gehause 71 und 73. 

In Fig. 6 ist das Abwiegen des Diamantpulvers darge- 
stellt, wie es in Station III der Maschine vorgesehen ist 
Auf der linken Seite erkennt man ein Grpbspeisesystem 
86, in der Mitte das Wiegesystem 83 mit seinem Aufnah- 
metisch 84, auf der rechten Seite das Feinspeisesystem 
92 fur das Pulver. Das Metallpulver 79 befindet sich in 
seinem Trichter 78 und wird Qber ein Speisesystem 80 
und ein Fdrderband 81 mit Antriebswalze 82 gefordert 
Das Feinpulver 88 befindet sich in seinem Trichter 87 
und wird Qber eine Fdrderschnecke 89 mit Motor 90 
gefordert Dements prechend bildet sich ein Haufen 85 
aus Diamantpulver und ein Haufen 91 aus Metallpulver 
aus dem System 92. 

Fig. 7 zeigt das Puivernivellierungssystem; im einzel- 
nen sind dargestellt der untere Kolben 41, die untere 
Pulverschicht 93 (deren Form das Ergebnis eines yor- 
hergegangenen VorpreBvorganges ist), die seitliche 
Form 40, Diamantenpulver 94 urid dessen Oberflachen- 
profil 101, das dieses Pulver typischerweise annimmt, 
wenn es in die Form eingeschuttet wird. Ebenfalls dar- 
gestellt ist eine Schaufel 96 mit ihrer unteren Spitze 97, 
eine Bet&tigungsschaltung 95, eine seitliche Fuhrung 100 
und (mit Pfeilen) die Bewegungen 98 und 99, die der 
Schaufel 96 wahrend ihrer Bewegung aufgepr&gt wer- 
den. Durch diese Bewegungen wird das in Fig. 7 rechts 
dargestellte Oberflachenprofil 102 ausgebildet. 

Fig. 9 zeigt die Pulverzufuhrungseinheit, die in den 
Sutionen I und III eingesetzt wird. Diese Vorrichtung 
ist so ausgebildet, daB sie die Pulver 120, in die seitlich 
geschlossene Form einfuhren kann. Sie besteht aus einer 
U-formigen Rinne 1 13, die schrag nach unten geneigt ist 
und mit einem RQttler 116 verbunden ist^ der der Rinne 
eine Horizontalvibration B vermittelt Das Abgabeende 
der Rinne 113 ist mit einem rechteckigen Innenraum 
versehen, dessen Abmessungen geringfOgig unterhalb 
den Abmessungen der darunter angeordneten Form lie- 
gen. Ein Stempel 114 bewegt sich mit Hilfe eines Zylin^ 
ders 115 auf und ab (Pfeil C). Die Pulver, die von der 
Schaufel 118 abgegeben werden, folgen dem Weg A und 
werden fiber die vibrierende Rinne 113 nach unten ge- 
fordert, wo sie einen Haufen 120 in der NShe des Aus- 
gangs bilden; die oszillierende Bewegung C des Stem- 
pels 114 hat zur Folge, daB dessen Spitze 119 die Pulver 
120 in den Innenraum der Form in Richtung D hinein- 
stoBen. Zylinder 115 und Rfittier 116 sowie die Bauteile 
47, 48, 51 und 53 der Form und der untere Kolben 41 
sind am Rahmen 1 17 gehalten. 

Fig. 10 zeigt die neue Konzeption der PulverpreBsta- 
tion mit einem Pressenrahmen, der unabhangig vom 
Maschinenrahmen ist und gegenuber diesem frei sich 
vertikal bewegen kann. Der Pressenrahmen wird von 
einer oberen Platte 123 gebildet, einer unteren Platte 
124 und vier StSnder, fiber die die genannten Platten 
miteinander verbunden sind. Ein oberer Zylinder 43 ist 
mit der oberen Platte 123 verbunden und erzeugt eine 
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vertikale Bewegung (Pfeil E) des oberen Kolbens 42 
durch die Fflhrungsplatte 125, die ihrerseits auf den 
Standern 122 mit Hilfe von Fuhrungslagern 126 frei sich 
vertikal bewegen kann. Der untere Zylinder 44 ist mit 
der unteren Platte 124 verbunden und erzeugt eine ver- 
tikale Bewegung (Pfeil G) des unteren Kolbens 41 fiber 
die FQhrungsplatte 127, die ebenfalls sich frei vertikal 
auf den S tandem 122 mit Hilfe von Fuhrungslagern 128 
bewegen kann. Der gesamte Pressenrahmen kann sich 
vertikal entlang der Zentrunisiinie H bewegen, mit Hilfe 
von Fuhrungslagern 129, die mit den Standern 122 zu- 
sammenwirken, so daB ein Fuhrungssystem geschaffen 
ist, das es gestattet, den Maschinenrahmen 34 ortsf est zu 
halten. Der Pressenrahmen wird mit Hilfe von Federn 
130 an Ffihrungsschaften 131 ausbalanciert, die inner- 
halb Lagern 132 verschiebbar sind 

Ein klammerarttger Rahmen 133 dient zur Erzeugung 
der seitlichen SchlieBbewegung K der Form mittels ei- 
nes einzigen Zylinders 134. Der Rahmen 133 kann auf 
einem Fortsatz 135 horizontal verschoben werden, der 
f est mit dem Rahmen 134 verbunden ist 

Es soil darauf hingewiesen werden, daB der untere 
Kolben 41 andauernd innerhalb der Form 40 gehalten 
wird, die sich mit dem Drehteller 39 bewegi, wobei es 
den Schub des Zylinders 44 fiber den Obertragungs- 
schaft 136 vermittelt bekommt, wogegen der obere Kol- 
ben 42 seinerseits andauernd mit der Platte 125 inner- 
halb der Pressenstation verbunden ist und horizontal 
verschiebbar gelagert ist (Pfeil X), damit er sich relativ 
zu jeder darunter befindlichen Forin im Sinne einer 
Selbstjustierung ausrichten kann. 

Fig. 8 zeigt schematisch einen Arbeitszyklus der Ma- 
schine innerhalb dessen, ausgehend von geeignet vbrge- 
mischten Metallpulvern, eine Vielzahl von festen und 
leicht handhabbaren Blocken oder Barren hergestellt 
werden kann. 1m wesentlichen beginnt dieser Zyklus 
damit, daB jede Form mit ihren SeitenteOen geschlossen, 
leer und gesaubert nacheinander unter den verschiede- 
nen Arbeitsstationen positioniert wird, von denen jede 
ihre spezifische Aufgabe ausffihren kann, bis ein fester 
Block von hoher GleichmaBigkeit und Harte erzeugt ist 

Bei einer der einfachsten Maschinenkonfigurationen 
besteht dieser Arbeitszyklus im Hinblick auf jede Form 
aus den folgenden Schritten: 

I) Abwiegen und Einffigung einer gewfinschten 
Menge von Metallpulvern 103 in die Form, urn die 
unterste, erste Schicht des Blocks zu erzeugen. 

II) Vor-Nivellierung und Vor-Pressung der Schicht 
93 durch leichtes Verpressen mit Hilfe des oberen 
Kolbens 104. 

Hp EinfQhrung einer abgewogenen Menge von 
Diamantpulvera innerhalb die Formanordnung ziir 
Erzeugung der zweiten Schicht 

IV) Nivellierung der Pulver innerhalb der Form zur 
Erzeugung eines flachen Profils 102 mit Hilfe der 
Nivellierungseinheit 95. 

V) AbschlieBendes Pressen des Pulvers mit Hilfe 
des oberen Kolbens 106 und des unteren Kolbens 
41, wodurch ein Barren mit der Doppelschicht 
93,105 erzeugt wird. 

VI) AusstoB des Blockes nach oben durch Anne- 
bung des unteren Kolbens 41, wobei die Seitenteile 
der Form 40 zur Verhinderung von Abnutzungser- 
scheinungen leicht gedffnet werden. 

VII) Offnung der Seitenteile der Form 40 in der 
Richtung 111, um einen Reinigungszyklus mit Hilfe 
der Vorrichtungen 109 und 110 durchffihren zu 



konnen. 

VIII) SchlieBen der Form, wodurch die Anf angsbe- 
dingung wieder hergestellt ist 

5 DieWiegeeirAeitdesAbschnittsIIIunddieneue An- 
ordnung der Form sollen im eirizelnen noch naher eriau- 
tert werden, da sie besonders innovative Aspekte der 
vorliegenden Erfindung darstellen: 

Die gewfinschte Menge von Diamantpulver (Kg. 6), 

io aus der ein Block gebildet werden soli, bzw. deren Ge- 
wicht wird durch die Zusammenarbeit der zwei unab- 
hangigen Wlegesysteme erreicht, die gemeinsam elek- 
tronisch gesteuert sind: Ein Grobwiegesystem ffir Dia- 
mantpulver mit Additiven und folglicherweise mit Krfl- 

15 meln oder ahnlichem in statistisch auf tretenden Abmes- 
sungen und Konzentradonen, sowie ein Feinwieges- 
ystem fur Diamantpulver ohne Additive und folglich 
auch ohne solche Verklumpungen oder ahnliches. Beide 
Systeme haben ihre eigene Fordereinrichtungen, um das 

20 jeweilige Pulver auf denselben Wiegetisch 84 der elek- 
tronischen Waage zu fdrdern. Der Wiegevorgang flndet 
in zwei Schritten statt: Beim ersten Schritt wird das 
Pulver Von der Grobwiegeeinheit zugeffihrt bis ein Pro- 
zentsatz der Gesamtmenge erreicht ist; beispielsweise 

25 99^% oder irgendein anderer Prozentsatz, mit dem die 
Grobwiegeeinheit sehr dicht an das beabsichtigte End- 
gewicht heranreicht ohne es zu fiberschreiten. Beim 
Tweiten Schritt wird dann das tatsachliche Gewicht, das 
vom Grobwiegesystem zugeffihrt wurde, gemessen, um 

30 die verbleibende Differenz Menge zum Gesamtgewicht 
zu berechnen, die dann vpm Feinwiegesystem zur Ver- 
fugung gestellt werden muB, das folglich so ausgelegt ist 
daB es die Komplementarmenge zu 100% der Gesamt- 
menge zur Verfugung stellen kann. Eiii derartiges Sy- 

35 stem ermoglicht eine Genauigkeit die bis zu 10 mal 
hoher liegt als die Genauigkeit, wie sie von bekannten 
Wiegesystemen erreichbar sind, obwohl es auch mit sol- 
chen Pulvern arbeitet die Klumpen oder ahhliche Inho- 
mogenitaten aufweisea 

40 Die Anordnung der Form ist so gewalilt, daB sie einen 
Winkel a (Fig. 4A) auf dem Drehteller bildet, so daB es 
mdglich ist mit einer einzigen radialen Bewegung einer 
der beiden Bauteile, die die Seitenteile der Formanord- 
nung bilden, gegen eine feststehende andere bei der 

45 Offnung der Form die gleichzeitige L6sung der Kon- 
taktflachen 68 und 69 (Kg. 4B) zu erreichen, die zwi- 
schen den Platten 51, 54 bzw. den Platten 52, 53 liegen, 
wogegen umgekehrt beim SchlieBen der Formen eine 
einzige Radialkraft F ausreicht, um die genannten bei- 

50 den Oberflachen miteinander in Kontakt zu bringen. 

Daraus ergibt sich insbesondere der Vorteil, daB bei 
einer solchen Anordnung die Platten im Falle ihrer Ab- 
nutzung oder im Falle einer Umrfistung der Maschine 
ffir verschiedene Blockdimensionierungen leicht ausge- 

55 wechselt werden konnen, ohne daB die gesamte Form 
ausgewechselt werden muB; soli insbesondere lediglich 
die Abmessungen der erzeugten Blocke bzw. Barren 
geandert werden, ist es ausreichend, die Bauteile 51 und 
52 auszuwechselh, wobei die Bauteile 53 und 54 an ihrer 

60 Stelle verbleiben kdnnen. 

Aus deh obigen Eriautemngen wird deutlich, daB die 
erflndungsgemaBe Maschine einen erheblichen techni- 
schen Fortschritt darstellt im Vergleich zu den bisher 
bekannten Losungen, wobei insbesondere die folgenden 

65 Vorteile hervorgehoben werden sollen: 

— Die Produktivitat kann bis zu einem Faktor 5 
erhoht werden; 
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— " die Reproduzierbarkeit der Wiegevorgange 
kann um bis zum 10-fachen erhoht. werden, wo- 
durch eine hohe gleichmaBige QualitSt der erzeug- 
ten Bldcke gewfihrleistet ist; 

— die dosierten Pulver kdnnen in die Form so ein- 5 
gefuhrt werden, daB die Form seitlich geschlossen 
bleibt, was sich vorteilhaft auf die Qualitat der 
B16cke auswirkt, wogegen bei alien vorbekannten 
Maschinen die Pulvereinf uhrung in die seitlich of fe- 
nePormerfolgt; - to 

— durch die Nivellierung der Pulver in der Form 
vor dem PreBvorgang wird eine optimale Druck- 
verteilung beim Pressen und folglich eine groBe 
Gleichmfifligkeit in der Harte der Bldcke erzielt; 

— die Fahigkeit des Pressenrahmens zur vertikalen 15 
Verschiebung (floating) vermeidet die Einwirkung 
von Scherkr&ften auf die Form, wodurch eine per- 
fekte Druckverteilung erreicht wird und die Abnut- 
zung der PreBplatten reduziert wird; 

— die Umrustung der Fprmen kann auf den Ersatz 20 
der PreBplatten beschrankt werden, wodurch hohe 
wirtschaftliche Vorteile durch Vermeidung von 
Umrttstzeiten und Stillstandszeiteh erreicht wer- 
den. 

25 

Die Erfindung wurde oben im Zusammenhang mit 
einer bevorzugten Ausfuhrungsform beschrieben, wie 
sie in den beigefugten Zeichnungen dargestellt ist Es 
versteht. sich von selbst, daB eine groBe Anzahl von 
Anderungen und Abwandlungen im Sinne einer Aquiva- 30 
lenz durchgefuhrt werden konnen, ohne die Grundge- 
danken der Erfindung zu verlassen, wie sie in den 
Schutzanspruchen enthalten sind. 

Insbesondere kann beispielsweise die Wiegeeinheit in 
der Verarbeitungsstation III auch durch ein einziges 35 
Wiegesystem ersetzt werden, mit oder ohne elektroni- 
sche Wiegemessung, beispielsweise durch eine mechani- 
sche volumetrisch arbeitende Wiegeeinrichtung, ohne 
daB hierdurch der Grundgedanke der Erfindung verlas- 
sen wurde. Ebenso kann die Anzahl der Formen oder 40 
die Anzahl der Stationen auf dem Drehteller vergroBert 
oder verkleinert werden in Abhangigkeit von dem ge- 
wtinschten Arbeitszyklus, ohne die Grundideen der Er- 
findung zu verlassen. 

45 

PatentansprQche 

1. Maschine zum Wiegen und Kaltpressen von Dia- 
mantpulver zur Herstellung von festen Bldcken, ge- 
kennzeichnet durch folgende Bauteile: 50 

— einen Drehteller (20) mit einer Vielzahl von 
Formen (40X der schrittweise gedreht werden 
kann; 

— eine Vielzahl von Formanordnungen (40), 
die in gleichem Abstand voneinander am auBe- 55 
ren Umfang dieses Drehtellers (20) befestigt 
sind, wobei jede Form ein Seitenteil (49, 50) 
beinhaltet, mit einem im wesentlichen rechtek- 
kigen Irinenraum, sowie mit einem unteren 
Kolben (41), der andauernd in den Innenraum 60 
der Form eingefuhrt ist und dort vertikal ver- 
schiebbar gehahen ist; 

— eine Vielzahl von Arbeitsstationen, die in 
vorgegebener Position oberhalb des Drehtel- 
lers (20) angeordnet sind und ebenfalls im glei- 65 
chen Abstand voneinander sich befinden und 
dabei einen Kxeis bilden, und die jeweils eine 
spezifische Aufgabe bezOglich der jeweils un- 



ter ihnen befindlichen Form ausfuhren, wenn 
jede Form (40) sich von einer Arbeitsstation 
zur anderen entsprechend der schrittweisen 
Rotation des Drehtellers (20) bewegt, so daB 
jede Form in einer vorbestimmten Lage unter- 
haib der gewunschten Arbeitsstation zu iiegen 
* kommt, und wobei die Drehung des Drehtel- 
lers (20) in geeigneter Weise angetrieben wird 
und der gesamte Arbeitsabiauf von einer ge- 
meinsamen Steuerung gesteuert wird. 

2. Maschine nach Anspruch 1, dadurch gekenn-. 
zeichnet, daB die schrittweise Drehung des Dreh- 
tellers (20) Markierungsmittel beinhaltet, um in je- 
der Arbeitsposition des Drehtellers (20) eine ord- 
nungsgemaBe Ausrichtung und Posidbniening je- 
der Form unterhalb der darQber befindlichen Ar- 
beitsstation zu erreichen. 

3. Maschine nach Anspruch 1, dadurch gekenn- 
zeichnet, daB jede Form zwei separate Teile (47, 48) 
beinhaltet, um eine seitliche Offnung zu.gewahrlei- 
sten und daB der Innenraum der Form (40) einen 
Winkel mit der radialen Richtung bildet, wogegen 
die SchlieBrichtung und die Offnungsrichtung ra- 
dial in bezug auf den Drehteller (20) durchgefflhrt 
wird, so daB eine derartige radiale Offnungsbewe- 
gung den gepreBten Korper sowohl in seiner 
Langsrichtung als auch in seiner Querrichtung f rei- 
gibt ' 

4. Maschine nach Anspruch 1, dadurch gekenn- 
zeichnet, daB die Formen mit einer Vielzahl von 
austauschbaren PreBplatten (51 ... 54) zur schnel- 
len Umrustung versehen sind 

5. Maschine nach Anspruch 1, dadurch gekenn- 
zeichnet, daB die Arbeitsstationen zumindest eine 
Pulverwiege- und Emfiihrungsstation (I) enthalten, 
eine PulverpreBstation (V) und eine Auswurf station 
(VI) fQr die gepreBten Bldcke. 

6. Maschine nach Anspruch 1 und 5, dadurch ge- 
kenrizeichnet, daB die Pulverwiegestation folgende 
Bestandteile beinhaltet: 

— Ein Grobwiegesystem (86) fur Diamantme- 
tallpulver mit einem gewOnschten Anteil von 
Addidven und dementsprechend zur Klum- 
penbildung neigend; 

— ein Feinwiegesystem (92) fflr Diamantme- 
tallpulver, die ohne Zusatze sind und folglich 
auch ohne Kiumpenbestandteile; 

— ein Sammeltisch (84) zur Aufnahme der von 
den beiden Wiegesystemen abgegebenen Pul- 
ver, und 

— ein elektronisches Wiegesystem, das mit 
dem Aufnahmetisch (84) verbunden ist, das mit 
den beiden Wiegesystemen (84, 92) verbunden 
ist, und das so arbeitet, daB das gewQnschte 
Zielgewicht dadurch erreicht wird, daB zu- 
nachst eine erste Grobwiegung und eine dar- 
auf folgende Feinwiegung durchgefuhrt wer- 
den. wobei bei letzterer so viel Pulver zuge- 
fuhrt wird, wie es der im Unterschied zwischen 
dem gewunschten Zielgewicht und dem abge- 
gebenen Pulver von der Grobwiegeeinheit 
entspricht 

7. Maschine nach Anspruch 1 und 5, dadurch ge- 
kennzeichnet, daB unter den Arbeitsstationen eine 
Nivellierungsstation (IV) vorgesehen ist, mit einer 
Schaufel (96) mit geeigneten Abmessungen und mit , 
einem Antrieb (95), mit dessen Hilfe vertikale und 
horizontale Bewegungen der Schaufel (96) derart 
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hervorgerufen kdnnen, daB dieses eine Nivellie- 
rung der Pulveroberfiache bewirkt, bevor die 
PreBphase beginnt 

8. Maschine nach Anspruch 1 und 5, dadurch ge- 
kennzeichnet, daB unter den Arbeitsstatiorien eine 5 
Reinigungsstation (VIII) vorgesehen ist, mit Vor- 
richtungen zuf Offhung der Formen (40% mit dereh 
Hilfe die Formanordnung seitlich gedffnet werden 
kann, mit LuftdOsen, mit deren Hilfe Druckluft auf 
die inneren Seitenwandungen der Form gerichtet 10 
werden kann, und mit Absaugeinrichtungen, urn 
Pulver abzusaugen und Verunreinigungen der Um- 
weit zu verhindenL 

9. Maschine nach Anspruch 1 und 5, dadurch ge- 
kennzeichnet, daB die Wiegestationen mit einer 15 
Pulverzufuhreinrichtung ausgerQstet sind, die in die 
jeweiis darunter Kegende Form die abgewogene 
Menge von Pulver einfQhren konnen, wobei die 
Form seitlich vollstandig geschlossen bleibt, wenn 
das gesamte Pulver in den Innenraum der Form 20 
zugefuhrt wird. 

10. Maschine nach Anspruch 1, 5 und 9, dadurch 
gekennzeichnet, daB die Piilvenoifuhreinrichtun- 
gen folgende Bauteile beinhalten: 

— Eine U-formige Farderrinne (113^ die mit 25 
einem Horizontalrflttler (116) verbunden ist 
und die an ihrem auBeren Ende einen Endab- 
schnitt aufweist, der koaxial zum Innenraum 
der Form liegt; 

— einen Stempel (1 14) mit einem rechteckigen 30 
Querschnitt geringfQgig unterhalb als derjeni- 
gen des Innenraums der Form, der sich inner- 
halb der Form und innerhalb des Endab- 
schnitts der Zufuhrrinne vertikal bewegen 
kann, und 35 

— Antriebseinrichtungen, urn diesen Stempel 
(114) auf und ab zu bewegen, so daB auf der 
geneigten Zufuhrrinne (113) die gewGnschte 
Menge an Pulver in den Innenraum der Form 
eingebracht werden kann, wobei die oszillie- 40 
rende Bewegung des Stempels (114) eine akti- 
ve Forderung des Pulvers in den Forminhen- 
raum bewirkt 

11. Maschine nach Anspruch 1, dadurch gekenn- 
zeichnet, daB die Pressenstation (V) einen Rahmen 45 
beinhaltet, der den oberen Zylinder (43) und den 
unteren Zylinder (44) miteinander verbindet, und 
der unabhangig vom Maschinenrahmen ist, und 
sich gegenQber diesem vertikal bewegen kann, wo- 
bei diese Vertikalbewegung (Floaten) dazu dient, 50 
vertikale Krafte auf die Form wahrend der unab- 
hangig ablaufenden Bewegungen des oberen und 
des unteren Zyliriders zu verhindern. 

12. Maschine nach Anspruch 11, dadurch gekenn- 
zeichnet, daB die Mdglichkeit der vertikalen Vef- 55 
schiebung zwischen dem Pressenrahmen und dem 
Maschinenrahmen unter Beibehaltung einer statio- 
naren Pressenstruktur erreicht wird, wobei jede 
Form vertikal verschiebbar wird 
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